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(57) ABSTRACT

A positive-type resist composition according to the present
invention includes a fluorine-containing aliphatic alcohol, a
polymer, a vinyl compound and a photoacid generator,
wherein the fluorine-containing aliphatic alcohol is a mono-
hydric C,-Cg aliphatic alcohol in which the number of hydro-
gen atoms is equal to or less than the number of fluorine
atoms. This positive-type resist composition has a small influ-
ence on organic materials, such as less dissolution and swell-
ing of the organic materials, and can form a resist film on an
organic polymer substrate etc. by a wet application process
such that the resulting resist film or resist pattern shows high
solvent resistance.

12 Claims, No Drawings
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1
POSITIVE-TYPE RESIST COMPOSITION

TECHNICAL FIELD

The present invention relates to a positive-type resist com-
position for resist patterning by lithography in manufacturing
of semiconductor devices etc. More particularly, the present
invention relates to a positive-type resist composition suitable
for resist patterning on an organic polymer substrate or
organic coated substrate.

BACKGROUND ART

It is common practice to conduct fine patterning by photo-
lithography (hereinafter simply referred to as “lithography™)
in manufacturing of semiconductor devices. The lithography
is a process of applying a film of a photosensitive material
(called “photoresist”; hereinafter simply referred to as
“resist”) to a substrate, exposing the resist film to high-energy
irradiation through a patterned photomask and transferring
the resist onto a surface of the substrate according to the shape
of' the pattern of the photomask. In the lithography, the devel-
opment of the resist is a technique of forming a fine resist
pattern on the substrate due to a difference in developer solu-
bility between exposed and unexposed portions of the resist
film.

It is often the case to use inorganic substrates made of
inorganic materials such as silicon single crystal in the lithog-
raphy for manufacturing of semiconductor devices. However,
there are cases that resist patterns are formed on organic
materials such as organic polymer films, organic polymer
substrates or organic coatings applied to substrates. It is
herein noted that, in the present invention, the term “organic
polymer substrates” refers to substrates made using, as raw
materials, compounds (called “polymers”) obtained by poly-
merization of organic molecules. Typical examples of the
organic polymer substrates are those made from polyethylene
terephthalate (hereinafter sometimes called “PET”) as PET
substrates.

In the case of forming resist films on such organic materials
with the use of the same resist solvents as those commonly
used for the application of resists by a wet application process
to inorganic materials such as glass substrates, however, there
occurs wetting of the organic materials, that is, swelling or
dissolution of the organic materials by the solvent so that fine
resist patterns cannot be formed on the organic materials due
to loss of substrate surface uniformity.

As other processes for forming patterns on substrates, there
are known a process using a photosensitive resist film, an ink
jet process and the like.

The process using the photosensitive resist film is a process
for forming a resist pattern by adhering the photosensitive
resist film (hereinafter sometimes called “dry film resist™) to
a substrate and exposing the dry film resist to ultraviolet
irradiation. The dry film resist is commercially available
under the trade name of e.g. “SUNFORT” from Asahi Kasei
E-Materials Corporation, “ALPHO” from Nichigo-Morton
Co., Ltd. or the like. In the process using the photosensitive
resist film, it is desirable to roughen a surface of the substrate
by sandblasting etc., before adhering the dry film resist to the
substrate, for the purpose of improving the adhesion of the
dry film resist to the substrate. However, such roughening of
the substrate surface becomes a cause of pattern accuracy
deterioration in the case of laminating a plurality of resist
films and repeating fine patterning. Further, the dry film resist
is generally adhered to the substrate by heating the dry film
resist. In the case of using an organic polymer substrate as the
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substrate, such heating of the dry film resist leads to a large
difference between dimensional changes of the dry film resist
and the substrate due to a difference in thermal expansion
coefficient between the dry resist film and the substrate and
thereby makes it difficult to conduct accurate positioning of
the dry film resist and the substrate.

The ink jet process is a process for directly forming a
pattern by ejecting droplets of ink etc. onto a substrate. As
compared to the lithography, it is difficult and time-consum-
ing by the ink jet process to form an accurate patternon a large
area for production of large-sized displays even though the
ink jet process is useful for production of small-sized dis-
plays.

There have been researched resist compositions for the
application of resist films by a wet application process onto
low-solvent-resistant organic materials in the field of lithog-
raphy.

For example, Patent Documents 1 to 3 each disclose aresist
composition using, as a resist solvent, an ether, long-chain
alcohol or fluorinated alcohol solvent that is less likely to
cause swelling or dissolution of low-solvent-resistant organic
materials. In Patent Documents 1 to 3, however, there are no
considerations given to the solvent resistance of the resulting
resist pattern so that the resist pattern does not show sufficient
solvent resistance.

Further, it is conceivable to conduct double exposure for
finer resist patterning. The double exposure is a technique of
patterning a resist film on a substrate by photolithography,
forming another resist film with the application of a resist
solution on the resist pattern, and then, again patterning the
resist film. In such double exposure, the solvent resistance of
the resist pattern is particularly important.

Patent Document 4 proposes, as a technique for solvent
resistance improvements of a resist film and a resist pattern, a
process for obtaining a high-solvent-resistant pattern by
forming a cross-linking structure in a resin film, exposing the
resist film to high-energy irradiation such as ultraviolet irra-
diation or electron beam so as to cause cleavage of the cross-
linking structure in exposed portions of the resin film, and
then, developing the exposed portions by dissolving in a
developer. In this proposed process, however, the solvent
used is the same as those commonly used for inorganic sub-
strates and is not of the kind that does not cause wetting of
organic materials.

PRIOR ART DOCUMENTS
Patent Documents

Patent Document 1: Japanese Laid-Open Patent Publication
No. 2001-226432

Patent Document 2: Japanese Laid-Open Patent Publication
No. 2002-179733

Patent Document 3: Japanese Laid-Open Patent Publication
No. 2010-276969

Patent Document 4: International Application Publication
No. 2009/105556

SUMMARY OF THE INVENTION
Problems to be Solved by the Invention

In the case of forming a resist pattern on an organic mate-
rial, e.g., organic polymer substrate by photolithography,
there occurs swelling or dissolution of the organic polymer
substrate by an organic solvent for the reason that the organic
material is low in resistance to the organic solvent. This
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results in a problem such as transparency loss, shrinkage,
surface erosion or surface profile change of the organic poly-
mer substrate.

Under the above circumstances, there has been a demand
for a resist composition having less influence on the organic
material, such as dissolution or swelling of the organic mate-
rial, and capable forming a resist film on the organic polymer
substrate by a wet application process. There has also been a
demand for a resist composition capable of forming a resist
film or resist pattern with high solvent resistance on the sub-
strate.

Means for Solving the Problems

The present invention provides a resist composition using,
as a solvent, a fluorine-containing aliphatic alcohol that has a
very small influence on organic materials, such as less swell-
ing or dissolution of organic materials, and prepared by dis-
solving a specific combination of a polymer, a vinyl com-
pound and an photoacid generator into the fluorine-
containing aliphatic alcohol.

In the case of a solvent with less influence on organic
materials, the capability of the solvent to dissolve therein
resist materials such as a polymer and a vinyl compound is
generally small. It is thus difficult to use such a solvent in a
resist composition (resist solution).

The present inventors have however found that: a fluorine-
containing aliphatic alcohol with less influence on organic
materials can dissolve therein a specific kind of polymer; and
apositive-type resist composition, when prepared by dissolv-
ing such a polymer in combination with a specific vinyl
compound into the fluorine-containing aliphatic alcohol and
adding thereto a photoacid generator, has less influence on
organic materials and can form a resist film on an organic
polymer substrate by a wet application process such that the
resulting resist film or resist pattern shows high solvent resis-
tance.

In the present invention, the positive-type resist composi-
tion has a so-called positive resist function of forming a fine
resist pattern on an organic polymer substrate by applying a
resist film through thermal curing of the specific polymer and
the specific vinyl compound, irradiating the resist film with
high-energy irradiation so as to generate an acid from the
photoacid generator in irradiated portions of the resist film
and thereby cleave bonds in the cross-linking structure of the
resist film, which has been created during the thermal curing
of'the specific polymer and the specific vinyl compound, and
then, dissolving the irradiated portions of the resist film in a
developer.

The fluorine-containing aliphatic alcohol used as the sol-
vent in the positive-type resist composition has a small capa-
bility to dissolve therein many organic materials and thus
does not erode organic materials such as organic polymer
films, organic polymer substrates and organic coated sub-
strates. Further, the fluorine-containing aliphatic alcohol can
dissolve therein a sufficient amount of photoacid generator
for resist photosensitivity.

In other words, the present invention includes the follow-
ing aspects 1 to 8.

[Inventive Aspect 1]

A positive-type resist composition, comprising:

a fluorine-containing monohydric C,-Cy aliphatic alcohol
in which the number of hydrogen atoms is equal to or less than
the number of fluorine atoms;

a polymer having a repeating unit A of the following gen-
eral formula (1) and a repeating unit B of the following
general formula (2);
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a vinyl compound; and
a photoacid generator,

M

where R' represents a hydrogen atom, a fluorine atom, or a
C,-C; alkyl group in which a part or all of hydrogen atoms
may be substituted with a fluorine atom or a chlorine atom; R?
represents a C,-C, 5 straight or C;-C, 5 branched hydrocarbon
group in which a part of carbon atoms may be replaced by an
oxygen atom and in which a part or all of hydrogen atoms may
be substituted with a fluorine atom or a chlorine atom; and L*
represents a single bond, an oxygen atom, —CH,—O—,
—C(=0)—, —C(=0)—0—or —O0—C(—0)—

@

R}
H |
D

where R> represents a hydrogen atom, a fluorine atom, or a
C,-C; alkyl group in which a part or all of hydrogen atoms
may be substituted with a fluorine atom or a chlorine atom; D
represents a group of the following general formula (3) or a
group of the following general formula (4)

&)

12—13
OH

where [? represents a single bond, an oxygen atom, —CH,—
00—, —C(=0)—, —C(=0)—0—or—0—C(=0)— 1>
represents a single bond, or a divalent C,-C, ; straight or
C;-C, s branched hydrocarbon group in which a part of carbon
atoms may be replaced by an oxygen atom and in which a part
or all of hydrogen atoms may be substituted with a fluorine
atom or a chlorine atom; and a carboxyl group may be pro-
tected with a protecting group

@)

where R* represents a C, -C, alkyl group in which a part or all
ofhydrogen atoms may be substituted with a fluorine atom or
achlorine atom; L represents a single bond, an oxygen atom,
—CH,—0—, —C(=0)—, —C(=0)—0— or —0—C
(=0)—; L? represents a single bond, or a C,-C, s straight or
C;-C, 5 branched divalent hydrocarbon group in which a part
of carbon atoms may be replaced by an oxygen atom and in
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which a part or all of hydrogen atoms may be substituted with
a fluorine atom or a chlorine atom; and an alkylsulfoneamide
group may be protected with a protecting group.

[Inventive Aspect 2]

The positive-type resist composition according to Inven-
tive Aspect 1, wherein, in the general formula (2), D is a group
of the following general formula (5)

®

where R® represents a C,-C straight, C,-C, 5 branched or
C4-C, 5 cyclic hydrocarbon group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; R® represents a hydrogen atom, or a C,-C,
straight, C;-C,5 branched or C4-C,5 cyclic hydrocarbon
group in which a part or all of hydrogen atoms may be sub-
stituted with a fluorine atom or a chlorine atom; R> and R
may be bonded together to form a ring structure; L represents
a single bond, an oxygen atom, —CH,—O—, —C(—0)—,
—C(=0)—0— or —O—C(—0)—; and L? represents a
single bond, or a C,-C, 5 straight or C;-C, 5 branched divalent
hydrocarbon group in which a part of carbon atoms may be
replaced by an oxygen atom and in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom.

[Inventive Aspect 3]

The positive-type resist composition according to Inven-
tive Aspect 1, wherein, in the general formula (2), D is a group
of the following general formula (6)

)

where R* represents a C,-C, alkyl group in which a part or all
ofhydrogen atoms may be substituted with a fluorine atom or
a chlorine atom; L? represents a single bond, an oxygen atom,
—CH,—0—, —C(=0)—, —C(=0)—0— or —0—C
(=0)—; R represents a C,-C, ; straight, C;-C, s branched or
C,-C, 5 cyclic hydrocarbon group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; R® represents a hydrogen atom, or a C,-C
straight, C;-C,5 branched or C4-C,5 cyclic hydrocarbon
group in which a part or all of hydrogen atoms may be sub-
stituted with a fluorine atom or a chlorine atom; R” and R®
may be bonded together to form a ring structure; and L>
represents a single bond, or a C,-C,; straight or C;-C, 5
branched divalent hydrocarbon group in which a part of car-
bon atoms may be replaced by an oxygen atom and in which
a part or all of hydrogen atoms may be substituted with a
fluorine atom or a chlorine atom.
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[Inventive Aspect 4]

The positive-type resist composition according to any one
of Inventive Aspects 1 to 3, wherein the vinyl compound is a
vinyl compound with at least two vinyl ether groups.

[Inventive Aspect 5]

The positive-type resist composition according to any one
of Inventive Aspects 1 to 4, wherein the photoacid generator
is a N-sulfonyloxyimide compound or oxime-O-sulfonate
compound having a divalent group of the following general
formula (7)

Q)

\

N—O—S—R’

/

where R? represents a C,-C, , alkyl group in which a part or all
othydrogen atoms may be substituted with a fluorine atom, or
either a phenyl group, a naphthyl group or a biphenyl group in
which a part or all of hydrogen atoms on an aromatic ring may
be substituted with a fluorine atom, a chlorine atom, a methyl
group or a trifluoromethyl group; and two bonds of a nitrogen
atom may be bonded to different atoms to form single bonds,
respectively, or may be bonded to one atom to form a double
bond.

[Inventive Aspect 6]

The positive-type resist composition according to any one
of Inventive Aspects 1 to 5, wherein the photoacid generator
is a compound of the following general formula (8)

®

Rl ﬁ
L -O_ﬁ_Rlo
5377 N2
R R o

where R'° represents a C,-C, , alkyl group in which a part or
all of hydrogen atoms may be substituted with a fluorine
atom, or either a phenyl group, a naphthyl group or a biphenyl
group in which a part or all of hydrogen atoms on an aromatic
ring may be substituted with a fluorine atom, a chlorine atom,
a methyl group, a trifluoromethyl group, a methoxy group, a
phenoxy group or a thiophenyl group; and R** to R'® each
independently represent either a phenyl group, a naphthyl
group or a biphenyl group in which a part or all of hydrogen
atoms on an aromatic ring may be substituted with a methyl
group, a trifluoromethyl group, a methoxy group, a phenoxy
group, a thiopheny! group, a fluorine atom or a chlorine atom.

[Inventive Aspect 7]

The positive-type resist composition according to any one
of Inventive Aspects 1 to 6, wherein, assuming a mass of the
fluorine-containing aliphatic alcohol as 100, the ratio of a
mass of the polymer to the mass of the fluorine-containing
alcohol is in a range of 0.5 to 30 and the ratio of a mass of the
vinyl compound to the mass of the fluorine-containing ali-
phatic alcohol is in a range 0f 0.05 to 20; and wherein, assum-
ing a total mass of the polymer and the vinyl compound as
100, the ratio of a mass of the photoacid generator to the total
mass of the polymer and the vinyl compound is in a range of
0.01to 15.

[Inventive Aspect 8]

The positive-type resist composition according to any one
of Inventive Aspects 1 to 7, wherein the repeating unit A is
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contained in an amount of 25 to 80 mol % and the repeating
unit B is contained in an amount of 20 to 75 mol % of the
repeating unit B relative to the polymer.

In the present invention, the positive-type resist composi-
tion uses, as the solvent, the fluorine-containing aliphatic
alcohol that does not cause erosion of organic materials. It is
therefore possible to, when the positive-type resist composi-
tion is applied as a resist solution by a wet application process
to form a resist film on an organic material such as an organic
polymer substrate or an organic coated substrate, easily
achieve fine patterning of the resist film with no adverse
influence on the organic material, such as less dissolution or
swelling of the organic material by the solvent.

When the resist film is formed with the application of the
positive-type resist composition by a wet application process
and thermally cured, there occurs linking reaction of the
polymer and the vinyl compound in the resist film such that
the resulting resist film or resist pattern can secure durability
s0 as not to cause dissolution or swelling by a developer and
by an organic solvent.

Because of the use of the photoacid generator, the resist
film shows photosensitivity after the thermal curing and,
when exposed to light in photolithography, generates an acid
to cleave bonds between the polymer and the vinyl compound
in the exposed portions of the resist film such that the exposed
portions of the resist film are made soluble in the developer.
The resist composition can thus secure sufficient developer
solubility for use as a resist. As the unexposed portions of the
resist film are made insoluble in or unswollen by the devel-
oper or organic solvent due to the thermal curing as men-
tioned above, the resist pattern can be maintained even with
the application or immersion of the developer or organic
solvent.

DESCRIPTION OF THE EMBODIMENTS

The positive-type resist composition of the present inven-
tion is characterized by using a specific fluorine-containing
aliphatic alcohol that does not provide an adverse influence
on organic materials, such as less dissolution or swelling of
organic materials, and being prepared by dissolving a poly-
mer, a vinyl compound and a photoacid generator in the
fluorine-containing aliphatic alcohol.

Hereinafter, the positive-type resist composition of the
present invention will be described below.

1. Fluorine-Containing Aliphatic Alcohol (Resist Solvent)

The positive-type resist composition of the present inven-
tion contains, as the resist solvent, a fluorine-containing
monohydric C,-Cy aliphatic alcohol in which the number of
hydrogen atoms is equal to or less than the number of fluorine
atoms.

A fluorine-containing di- or higher-hydric aliphatic alco-
holhas a high boiling point. It is thus difficult to, when a resist
composition containing such a high-boiling alcohol is applied
to form a resist film, evaporate and remove the high-boiling
alcohol by heating from the resist film and thereby impossible
to obtain the resist film with a uniform thickness. It is difficult
to a resist film with a uniform thickness by the application of
aresist composition containing an alcohol of one carbon atom
because the alcohol of one carbon atom has a low boiling
point. It is also difficult to a resist film with a uniform thick-
ness by the application of a resist composition containing an
alcohol of 9 or more carbon atoms because the alcohol or 9 or
more carbon atoms is low in fluidity or in solid form at room
temperature (20° C.). Further, an alcohol in which the number
ot hydrogen atoms is more than the number of fluorine atoms
has a strong property of dissolving therein an organic sub-
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stance. [t is thus likely that an organic film or organic polymer
substrate below the resist film will be wetted with such an
alcohol.

In view of the storage stability of the resist composition, it
is preferable that a fluorine atom is not bonded to a carbon
atom adjacent to a hydroxy group in the fluorine-containing
aliphatic alcohol.

Preferably, the fluorine-containing aliphatic alcohol has a
boiling point higher than the substrate temperature during the
application of the resist composition. It is particularly pref-
erable that the boiling point of the fluorine-containing ali-
phatic alcohol is 20° C. or more higher, more preferably 50°
C. or more higher, than the substrate temperature during the
application of the resist composition. If the boiling point of
the fluorine-containing aliphatic alcohol is lower than the
substrate temperature during the application of the resist
composition, the resist film may not be formed with sufficient
uniformity due to rapid evaporation of the fluorine-containing
aliphatic alcohol during the application operation so that it is
difficult to obtain a fine resist pattern by lithography. Further,
the boiling point of the fluorine-containing aliphatic alcohol
is preferably 200° C. or lower, more preferably 180° C. or
lower. If the boiling point of the fluorine-containing aliphatic
alcohol is higher 200° C., it is difficult to evaporate and
remove the fluorine-containing aliphatic alcohol by heating
from the resist film so that the resist film may not be obtained
with a uniform thickness.

Preferred examples of the fluorine-containing aliphatic
alcohol usable in the resist composition of the present inven-
tion are 2,2,2-trifluoroethanol, 2,2,3,3-tetrafluoropropanol,
2,2,3.3 3-pentafluoropropanol, 2.,2.3.4,4,4-hexafluorobu-
tanol, 2,2,3.3.4.4.4-heptafluorobutanol, 2,2,3,3,4,4,5,5-oc-
tafluoropentanol, 2,2,3,3,4,4,5,5,5-nonafluoropentanol, 3,3,
4.,4,5,5,6,6,6-nonafluorohexanol, 2,2,3,3,4,4,5,5,6,6,7,7-
dodecafluoroheptanol, 2,2,3,3,4,4,5,5,6,6,7,7,7-
tridecafluoroheptanol, 3,3,4,4,5,5,6,6,7,7,8,8,8-
tridecafluorooctanol, (1,2,2,3,3,4,4,5-octafluorocyclopentyl)
methanol, (1,2,2,3,3,4,4,5-octafluorocyclopentyl )ethanol
and 2-(1,2,2,3,3.4,4,5-octafluorocyclopentyl)propane-2-ol.
These solvents can be used in combination of two or more
kinds thereof.

Among others, 2,2,2-trifluoroethanol, 2,2,3,3-tetrafluoro-
propanol, 2,2,3,4,4,4-hexafluorobutanol or 2,2,3,3.4.4,5,5-
octafluoropentanol is particularly preferred as the fluorine-
containing aliphatic alcohol in the positive-type resist
composition of the present invention in view of the availabil-
ity of the alcohol and the sufficient solubility of the other
component of the resist composition, such as polymer or
photoacid generator, in the alcohol.

2. Polymer

2.1. Repeating Unit A

Inthe positive-type resist composition of the present inven-
tion, the polymer has a repeating unit A of the above general
formula (1) because the polymer is soluble in the fluorine-
containing aliphatic alcohol in the presence of the repeating
unit A.

As a side chain of the repeating unit A is low in polarity and
is flexible, the polymer having such a repeating unit shows
sufficient solubility in the fluorine-containing aliphatic alco-
hol. By contrast, a polymer whose repeating unit has a cyclic
alkyl group at a side chain thereof does not show sufficient
solubility in the fluorine-containing aliphatic alcohol. The
reason for this is assumed that the cyclic alkyl group is poor in
flexibility. A polymer whose repeating unit has a trialky-
lamino group at a side chain thereof does not also show
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sufficient solubility in the fluorine-containing aliphatic alco- -continued
hol. The reason for this is assumed that the trialkylamino

group is high in polarity.
In the repeating unit A, R* is preferably a hydrogen atom,

fluorine atom, methyl group or triftuoromethyl group in view
of the availability of the monomer.

Further, preferable examples of R? in the general formula
(1) are C,-Cq straight or C;-C, branched alkyl groups as

N CH;
indicated below. 10

As R?, there can alternatively be used a C,-C, straight or

C;-C, branched alkyl group in which a part of carbon atoms
CH3 L H J\ 5 is replaced by an oxygen atom as indicated below.
15
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It is particularly preferable to use a C, -C,, alkyl group as R*
in the polymer of the positive-type resist composition in view
of the ease of synthesis of the monomer and the ease of
dissolution of the resulting polymer in the fluorine-containing 5q
aliphatic alcohol. The following are particularly preferred
examples of the C,-C, alkyl group as R,

—

e}

0—/_\0—/_
0_/_\_

55 w
| L )\ CH; CH; CH, H; H;
CH; CH; H;C CH;
CH; o o
60
o} o}
0 (
k o} o}
HC 0 0 0 W W
H,C CH; H,C CH, 65 | | |
CH3 CH3 CH3 CH3 CH3 CH3
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0
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65

As such an alkyl group as R? in the polymer of the positive-
type resist composition, preferred are those indicated below

12

in view of the ease of synthesis of the monomer and the ease
of dissolution of the resulting polymer in the fluorine-con-

taining aliphatic alcohol.
e [ 0
CH; )
H,C

There can alternatively be used, as R?, a C,-Cj straight or
C,-C4 branched alkyl group in which a part of hydrogen
atoms is substituted with a fluorine atom. As such an alkyl
group, preferred are those indicated below in view of the ease
of'synthesis of the monomer and the ease of dissolution of the
resulting polymer in the fluorine-containing alcohol.

LCF3 LCF2 LCF2 F3CJ\CF

CH;

Fs CHF2
CF2 CHF CF2 CF2
e’ Ee” Be” Re”
| |
CFs CHF,
LCF2 LTFZ LTFZ LTFZ
CF, CF, CF, CF,
N N ot Nl
I I I I
F,C F2C F2C FoC
cF, \TFZ \TFZ \TFZ
CF; CHF, CF,
Nl

Further, there can alternatively be used, as R?, a C,-Cy
straight or C;-Cg branched alkyl group in which a part of
carbon atoms is replaced by an oxygen atom and in which a
part of hydrogen atoms is substituted with a fluorine atom. As
such an alkyl group, preferred are those indicated below in
view of the ease of synthesis of the monomer and the ease of
dissolution of the resulting polymer in the fluorine-containing
alcohol.

CH;,
CH;
CF3 CF3
FiC OH F:C o
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-continued
22\; ; ; 3
3
2.2. Repeating Unit B

In the positive-type resist composition of the present inven-
tion, the polymer needs to have a functional group that serves
as a bonding site to form a chemical bond with the vinyl
compound for the thermal curing of the resist film. More
specifically, the polymer preferably has a carboxyl group or
an alkylsulfoneamide group at a side chain thereof. This
acidic group is capable of being reacted and bonded with the
vinyl compound by heating, but is difficult to form a bond
with the vinyl compound when stored in a cool dark place or
refrigerator. Even when the acidic group is reacted and
bonded with the vinyl compound, the reaction rate between
the acidic group and the vinyl compound is low in the cool
dark place or refrigerator. The polymer can thus obtain suffi-
cient storage stability.

Thus, the polymer has a repeating unit B of the above
general formula (2) in the resist composition of the present
invention.

In the general formula (2), R? is preferably a hydrogen
atom, fluorine atom, methyl group or trifluoromethyl group in
view of the ease of synthesis of the monomer.

The following repeating unit B1 having a carboxyl or
alkylsulfoneamide group and the following repeating unit B1
having a carboxyl or alkylsulfoneamide group protected with
a protecting group are specific examples of the repeating unit

F;C

F;C

2.2.1. Repeating Unit B1 with Carboxyl or Alkylsulfonea-
mide Group

[Repeating Unit B1 with Carboxyl Group]

The repeating unit B1 with the carboxyl group is repre-
sented by the following general formula (9).

®
R3
0 |
L< 0
L3

OH

In the general formula (9), R? represents a hydrogen atom, a
fluorine atom, or a C,-C; alkyl group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; L? represents a single bond, an oxygen atom,
—CH,—0—, —C(=0)—, —C(=0)—0— or —0—C
(=0)—; and L represents a single bond, ora divalent C,-C
straight or C5-C, 5 branched hydrocarbon group in which a
part of carbon atoms may be replaced by an oxygen atom and
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in which a part or all of hydrogen atoms may be substituted
with a fluorine atom or a chlorine atom.

Among others, R? is preferably a hydrogen atom, fluorine
atom, methyl group or trifluoromethyl group in view of the
ease of synthesis of the monomer.

As the repeating unit B1 with the carboxyl group, preferred
are those indicated below in view of the ease of synthesis of
the monomer and the ease of dissolution of the resulting
polymer in the fluorine-containing aliphatic alcohol.

F
g o
—C —C— —C —C—
(@) OH (@) OH
CH, CFs
| |
—C—Cc— —C—Cc—
(@) OH (@) OH
F
g |
—C —C— —C —Cc—

O>;
e}
O,
e}

OH OH
CH; CF3
o H
—C —C— —C —Cc—
O)\o O)\o
O O
OH OH

[Repeating Unit B1 with Alkylsulfoneamide Group]
The repeating unit B with the alkylsulfoneamide group is
represented by the following general formula (10).

(10)

R3
H |
12 H
\ /
I3—N ©

\7
//S—R
0

In the general formula (10), R? represents a hydrogen atom, a
fluorine atom, or a C,-C; alkyl group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; R* represents an C,-C, alkyl group in which a
part or all of hydrogen atoms may be substituted with a
fluorine atom or a chlorine atom; L? represents a single bond,
an oxygen atom, —CH,—O—, —C(—0)—, —C(=0)—
O— or —O—C(—=0)—; and L? represents a single bond, or
a divalent C,-C, 5 straight or C5-C, 5 branched hydrocarbon
group in which a part of carbon atoms may be replaced by an
oxygen atom and in which a part or all of hydrogen atoms may
be substituted with a fluorine atom or a chlorine atom.
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Among others, R? is preferably a hydrogen atom, fluorine
atom, methyl group or trifluoromethyl group in view of the
ease of synthesis of the monomer. Further, R* is preferably a
perfluoroalkyl group in view of the high reactivity of the
resulting polymer with the vinyl compound.

As the repeating unit B1 with the perfluoroalkylsulfonea-
mide group, preferred are those indicated below in view of the
ease of synthesis of the monomer and the ease of dissolution
of the resulting polymer in the fluorine-containing aliphatic
alcohol.

F CH; CF;
H g m | 0o | H |
—C—(— —C—C— —C —C— —C —C—

o 0 o)\o o); o);)
L L L L
CFs CFs CFs CF;
F
H n |
—C —C— —C —C—
O)\O O)\O
CIH; CH,
Il\TH TH
TOZ TOZ
CF3 CFs
CH;z CFs
0o | 0|
—C —Cc— —C —Cc—
(@) (@] (@) O
CH; CH;
Il\TH TH
TOZ TOZ
CF3 CFs
F CH, CFs
B g 0o | 0o | 0o |
—C—C¢— —C—(— —C—(— —C —C—

I I I I
CF3 CF3 CF3 CF3
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-continued
F CH; CF;s
H g oo 0o | H o |
—c—¢— —C —C— —C —C— —C —C—
AL A A A
HiC HiC HiC Hs;C
H;C H;C H;C HiC
I I I 1
CF3 CF3 CF3 CF3
F
H H, |
—C —C— —C —C—
o)\o O)\O
H\/cm CH;
Il\TH Il\TH
TOZ TOZ
CF; CF;
CH; CF;
H, | H |
—C —C— —C —C—
O)\O o 0
(k/cm CH;
Il\TH IITH
Toz TOz
CF3 CF3
F
b g 0o
—C —C—  —C —C—

Hsc/\H

IITH Il\TH
I I
CF;s CF;s
CH; CF;
H, | H |
—C —C— —C—C—

H,C H;C
NH NH
o, b,
CFs CF3

2.2.2 Repeating Unit B2 with Protected Carboxyl or Alkyl-
sulfoneamide Group

Inthe positive-type resist composition of the present inven-
tion, it is feasible in the polymer unit to contain the above-
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mentioned repeating unit B2 as the repeating unit having the
functional group that serves as the bonding site for the chemi-
cal bonding with the vinyl compound. As in the case of the
repeating unit B1, the repeating unit B2 is capable of being
reacted and bonded with the vinyl group by heating because
the repeating unit B2 has an acetal structure formed with a
protected carboxyl or alkylsulfonic group so as to generate a
carboxyl or alkylsulfoneamide group by heating. Before the
heating, however, the repeating unit B2 does not have any
group that can be bonded with the vinyl compound. The
polymer can thus obtain sufficient storage stability without
forming a bond between the repeating unit B2 and the vinyl
compound when stored in a cool dark place or refrigerator.

In the resist composition of the present invention, both of
the repeating unit B1 and the repeating unit B2 may be con-
tained in the polymer. Further, the polymer having the repeat-
ing unit B1 and the polymer having the repeating unit B2 may
be used in combination in the resist composition.

There is no particular limitation on the synthesis method of
the polymer having the repeating unit B2. It is feasible to
synthesize the polymer having the repeating unit B2 by a
known method. For example, the polymer having the repeat-
ing unit B2 can be synthesized by reacting a monomer com-
pound having a carboxyl or alkylsulfoneamide group at a side
chain thereof with a vinyl ether so as to form a monomer with
an acetal structure, and then, polymerizing the monomer
(hereinafter referred to as “monomer acetalization method”),
or by preparing the polymer having the repeating unit B1, and
then, reacting the polymer with a vinyl ether so as to form an
acetal structure in the polymer (hereinafter referred to as
“polymer acetalization method”). In each of the monomer
acetalization method and the polymer acetalization method, it
is feasible to perform the reaction between the carboxyl- or
alkylsulfoneamide-containing monomer or polymer and the
vinyl ether by mixing the monomer or polymer with the vinyl
ether. For improvement in final reaction rate, the reaction may
be promoted by heating the mixture or adding an acid catalyst
to the mixture. Specific examples of the acid catalyst are
methanesulfonic acid, camphorsulfonic acid, paratoluene-
sulfonic acid and trifluoromethanesulfonic acid. Further, the
reaction between the carboxyl or alkylsulfoneamide group
and the vinyl group may be performed with the use of a
solvent in order to remove the heat of the reaction and
decrease the viscosity of the reaction solution. The solvent is
preferably of the type that does not interfere with the reaction
between the carboxyl or alkylsulfoneamide group and the
vinyl ether. Specific examples of the solvent are: ketones such
as acetone, 2-butanone and 4-methyl-2-pentanone; esters
such as ethyl acetate, propyl acetate, n-butyl acetate, isobutyl
acetate and propylene glycol monomethyl ether acetate; aro-
matic compounds such as toluene and xylene; and ethers such
as ethyl ether, isopropyl ether, n-butyl ether and ethylene
glycol diethyl ether. These solvents can be used solely or in
the form of a mixture thereof.

As the vinyl ether for the formation of the acetal structure,
there can be used a known vinyl ether compound. Preferred
examples of the vinyl ether compound are methyl vinyl ether,
ethyl vinyl ether, n-propy! vinyl ether, isopropy! vinyl ether,
n-butyl vinyl ether, isobutyl vinyl ether, tert-butyl vinyl ether,
cyclohexyl vinyl ether, cylcohexylmethyl vinyl ether, 2-hy-
droxyethyl vinyl ether, 3-hydroxypropyl vinyl ether, 4-hy-
droxybutyl vinyl ether, 4-hydroxycyclohexyl vinyl ether,
4-(hydroxymethyl)cyclohexyl vinyl ether, 2,3-dihydrofuran,
3,4-dihydro-2H-pyrane, 2,2,2-trifloroethyl vinyl ether, 2,2.3,
3-tetrafluoropropyl vinyl ether, 2,2,3,3,3-pentafluoropropyl
vinyl ether, 2,2,3.4,4,4-hexafluorobutyl vinyl ether, 2,2,3.3,
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4.4 4-heptafluorobutyl vinyl ether, 2,2,3,3,4,4,5,5-octafluo-
ropentyl vinyl ether and 2,2,3,3,4,4,5,5,5-nonafluoropentyl
vinyl ether.

In the general formula (2), R? is preferably a hydrogen
atom, fluorine atom, methyl group or trifluoromethyl group in
view of the ease of synthesis of the monomer.

The following are specific examples of the protected car-
boxyl-containing repeating unit B2 capable of generating the
carboxyl group and the protected alkylsulfoneamide-contain-
ing repeating unit B2 capable of generating the alkylsulfo-
neamide group.

[Carboxyl-Generating Repeating Unit B2]

The carboxyl-generating repeating unit B2 is represented
by the following general formula (11).

(n

R}
H |
T
~

In the general formula (11), R? represents a hydrogen atom, a
fluorine atom, or a C,-C; alkyl group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; R® represents a C,-C 5 straight, branched or
cyclic hydrocarbon group in which a part or all of hydrogen
atoms may be substituted with a fluorine atom or a chlorine
atom; R represents a hydrogen atom, or a C,-C, 5 straight,
branched or cyclic hydrocarbon group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; R® and R® may be chemically bonded together
to form a ring structure; L* represents a single bond, an
oxygen atom, —CH,—O—, —C(—0)—, —C(—=0)—0—
or —O—C(=—0)—; and L? represents a single bond, or a
divalent C,-C,5 straight or C;-C,5 branched hydrocarbon
group in which a part of carbon atoms may be replaced by an
oxygen atom and in which a part or all of hydrogen atoms may
be substituted with a fluorine atom or a chlorine atom.

Namely, the protecting group for the carboxyl group is the
following.

0—R?
4&1{6

In the above formula, R’ represents a C, -C, 5 straight, C5-C,
branched or C,-C, 5 cyclic hydrocarbon group in which a part
or all of hydrogen atoms may be substituted with a fluorine
atom or a chlorine atom; R represents a hydrogen atom, or a
C,-C,5 straight, C;-C, 5 branched or C-C, 5 cyclic hydrocar-
bon group in which a part or all of hydrogen atoms may be
substituted with a fluorine atom or a chlorine atom; and R®
and R® may be bonded together to form a ring structure.

In view of the ease of synthesis of the monomer, R is
preferably a hydrogen group, fluorine atom, methyl group or
trifluoromethyl group.

As the carboxyl-generating repeating unit B2, preferred
are those indicated below in view of the ease of synthesis of
the monomer and the ease of dissolution of the resulting
polymer in the fluorine-containing aliphatic alcohol.
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F
g H |
—C —C— —C —C—

R® R®
CH;
H, | H, |
—C —Cc— —C —Cc—
o)\o o 0
0 0
[ [
R’ R® R’ R®
F
L g H, |
—C —C— —C —Cc—

0 0
o)\ o)\
[ [
R’ R® R® R®
CH; CF;
H H |
—C —C— —C —C—

In the above formulas, R’ represents a C,-C ; straight, C,-C,
branched or C,-C, 5 cyclic hydrocarbon group in which a part
or all of hydrogen atoms may be substituted with a fluorine
atom or a chlorine atom; R represents a hydrogen atom, or a
C,-C, 5 straight, C;-C, 5 branched or C4-C 5 cyclic hydrocar-
bon group in which a part or all of hydrogen atoms may be
substituted with a fluorine atom or a chlorine atom; and R®
and R® may be bonded together to form a ring structure.

In view of the ease of synthesis of the monomer and the
availability of the vinyl ether as the raw material, R® is pref-
erably a methyl group, ethyl group, n-propyl group, isopropyl
group, n-butyl group, isobutyl group, tert-butyl group, cyclo-
hexyl group, cyclohexylmethyl group, 2-hydroxyethyl group,
3-hydroxypropyl group, 4-hydroxybutyl group, 4-hydroxy-
cyclohexyl group or 4-(hydroxymethyl)cyclohexyl group;
and R is preferably a hydrogen atom or methyl group. R® and
R® may be bonded together to form a ring structure. Further,
R? is preferably a hydrogen atom, fluorine atom, methyl
group or triffuoromethyl group in view of the ease of synthe-
sis of the monomer.
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Preferred examples of the carboxyl-generating repeating
unit B2 are those indicated below.

CH; CFs
0| 0|
—C—C— —C—C—
o)\o O)\O
(@] O
F CH; CFs
H g m | 0| |
—C—C— —C—(— —C —C— —C —C—

Oﬁ) Oﬁ) Oﬁ) Oﬁ)
o o o o
o: ] o)ﬁ o)ﬁ o)ﬁ
F
B g 0 |
—Cc—C— —C—Cc—
O)\O O)\O
o o
CH; CF;
H | H |
—C—Cc— —C—Cc—

AP
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e}
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[Alkylsulfoneamide-Generating Repeating Unit B2]
The alkylsulfoneamide-generating repeating unit B2 is
represented by the following general formula (12).

by
¥
C

In the general formula (12), R? represents a hydrogen atom, a
fluorine atom, or a C,-C; alkyl group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; R* represents a C,-C, alkyl group in which a
part or all of hydrogen atoms may be substituted with a
fluorine atom or a chlorine atom; R” represents a C,-C,
straight, C;-C,5 branched or C4-C,5 cyclic hydrocarbon

5
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group in which a part or all of hydrogen atoms may be sub- 0

stituted with a fluorine atom or a chlorine atom; R® represents
a hydrogen atom, or a C,-C, 5 straight, C;-C, 5 branched or
C,-C, 5 cyclic hydrocarbon group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; R” and R® may be bonded together to form a
ring structure; L* represents a single bond, an oxygen atom,
—CH,—0—, —C(=0)—, —C(=0)—0— or —0—C
(=0)—; and L represents a single bond, ora divalent C,-C
straight or C;-C, 5 branched hydrocarbon group in which a
part of carbon atoms may be replaced by an oxygen atom and
in which a part or all of hydrogen atoms may be substituted
with a fluorine atom or a chlorine atom.

In view of the ease of synthesis of the monomer, R is
preferably a hydrogen group, fluorine atom, methyl group or
trifluoromethyl group.

Namely, the protecting group for the alkylsulfoneamide
group is the following.

0—R’
4<_R8

In the above formula, R” represents a C, -C, 5 straight, C5-C,
branched or C,-C, 5 cyclic hydrocarbon group in which a part
or all of hydrogen atoms may be substituted with a fluorine
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atom or a chlorine atom; R® represents a hydrogen atom, or a
C,-C, straight, C,-C, 5 branched or C,-C, 5 cyclic hydrocar-
bon group in which a part or all of hydrogen atoms may be
substituted with a fluorine atom or a chlorine atom; and R”
and R® may be bonded together to form a ring structure.

The alkylsulfoneamide-generating repeating unit B2 is
preferably of the following general formula (13).

13)

R? /R7

H, | 8

S N 0 R
0 0—I*—N O
\V/4

//S—CF3

0

In the general formula (13), R? represents a hydrogen atom, a
fluorine atom or a C, -C; alkyl group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; R* represents a C,-C, alkyl group in which a
part or all of hydrogen atoms may be substituted with a
fluorine atom or a chlorine atom; R” represents a C,-C, 5
straight, C;-C,5 branched or C4-C 5 cyclic hydrocarbon
group in which a part or all of hydrogen atoms may be sub-
stituted with a fluorine atom or a chlorine atom; R® represents
a hydrogen atom or a C,-C, 5 straight, C,-C, 5 branched or
C¢-C, 5 cyclic hydrocarbon group in which a part or all of
hydrogen atoms may be substituted with a fluorine atom or a
chlorine atom; R” and R® may be bonded together to form a
ring structure; and L* represents a divalent C,-C,, hydrocar-
bon group.

In the general formula (13), R” is preferably a methyl
group, ethyl group, n-propyl group; isopropyl group, n-butyl
group; isobutyl group; tert-butyl group; cyclohexyl group,
cyclohexylmethyl group, 2-hydroxyethyl group, 3-hydroxy-
Ipropyl group, 4-hydroxybutyl group, 4-hydroxycyclohexyl
group or 4-(hydroxymethyl)cyclohexyl group; and R® is pref-
erably a hydrogen atom or methyl group in view of the ease of
synthesis of the monomer and the availability of the vinyl
ether as the raw material.

As mentioned above, R” and R® may be chemically bonded
together to form a ring structure in the general formula (13).
As the repeating unit B2 in which R” and R® are chemically
bonded together, preferred are those of the following general
formulas (14) and (15).

(14)

R3
0 |
—Cc—Cc— Q
O)\O—H—N 0
\/
//S—CF3
d

In the general formula (14), R? is a hydrogen group, fluorine
atom or trifluoromethyl group; and L? is a divalent C,-C,
hydrocarbon group.
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15)
R3
el q
0 0—I*—N O
\V4
S—CF;
V4
0

In the general formula (15), R? is a hydrogen group, fluorine
atom or trifluoromethyl group; and L? is a divalent C,-C,
hydrocarbon group.

2.4. Content Ratio of Repeating Unit A, Repeating Unit B1
and Repeating Unit B2

In the positive-type resist composition of the present inven-
tion, the amount of the repeating unit A of the general formula
(1) contained in the polymer is 25 to 80%, preferably 50 to
75%, relative to the total amount of the polymer in terms of
mol %. If the amount of the repeating unit A is less than 25%
or less, there is a possibility that: the polymer may be
insoluble in the fluorine-containing aliphatic alcohol solvent;
or the resist composition may not be applied with a uniform
thickness onto the substrate. If the amount of the repeating
unit A exceeds 80%, there is a possibility that the resist film
may be insufficient in developer solubility so as to cause poor
contrast (poor resolution) of the resist pattern.

The sum of the amount of the repeating unit B1 of the
general formula (2) and the amount of the repeating unit B2 of
the general formula (5) contained in the polymeris 20 to 75%,
preferably 25 to 50%, relative to the total amount of the
polymer in terms of mol %. There is a possibility that the
resist film may become insufficient in developer solubility
due to less bonding sites of the polymer to the vinyl com-
pound, so as to cause poor contrast of the resist pattern or
separation of the resist pattern from the substrate, if the sum
of the amounts of the repeating units B1 and B2 is less than
20%. There is a possibility that, due to the existence of unre-
acted bonding sites on the polymer, the resist film may be too
high in developer solubility so as to cause poor contrast of the
resist pattern; the polymer may be insoluble in the fluorine-
containing aliphatic alcohol solvent; or the resist composition
may not be applied with a uniform thickness onto the sub-
strate if the sum of the amounts of the repeating units B1 and
B2 exceeds 75%. Although there is no particular limitation on
the content ratio between the repeating units B1 and B2, the
storage stability of the positive-resist resist composition can
be improved with increase in the content of the repeating unit
B2. In the case of containing the repeating unit B2 in the
polymer for the purpose of improving the storage stability of
the resist composition, it is preferable that the amount of the
repeating unit B2 is larger than or equal to the amount of the
repeating unit B1 relative to the total amount of the polymer
in terms of mol %. If the amount of the repeating unit B2 is
smaller than the amount of the repeating unit B1, the storage
stability improvement effect may not be obtained sufficiently
by the use of the repeating unit B2.

In the positive-type resist composition of the present inven-
tion, the polymer may contain any repeating unit other than
the repeating unit A, the repeating unit B1 and the repeating
unit B2 in order to impart the other function to the resist film.

2.5. Molecular Weight of Polymer

The polymer preferably has a weight-average molecular
weight Mw of 1,000 to 500,000, more preferably 2,000 to
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200,000, still more preferably 3,000 to 100,000, on the basis
of polystyrene standards in the positive-type resist composi-
tion of the present invention.

The amount of the polymer contained in the positive-type
resist composition is generally 0.5 to 30 parts by mass, pref-
erably 1 to 15 parts by mass, more preferably 3 to 15 parts by
mass, relative to 100 parts by mass of the fluorine-containing
aliphatic alcohol used as the solvent. If the amount of the
polymer is less than 0.5 parts by mass, it is difficult to form the
resist film with a desired thickness with the application of the
positive-type resist composition by a wet application process.
If the amount of the polymer exceeds 30 parts by mass, the
resist composition becomes high in viscosity so that it is
difficult to form the resist film with a uniform thickness.

3. Vinyl Compound

The positive-type resist composition of the present inven-
tion contains, as the vinyl compound, a polyfunctional vinyl
group, more specifically, a vinyl compound with two or more
vinyl ether groups. The resist film, when formed from the
positive-type resist composition, can secure solubility resis-
tance by the bonding of the vinyl compound to the bonding
sites of the polymer.

In view of the developer resistance and solvent resistance
of'the resist film, the vinyl compound preferably has three or
more vinyl ether functional groups. A monofunctional vinyl
compound or another polyfunctional vinyl compound may be
used in combination in order to adjust the number of bonds
between the polymer and the vinyl compound.

Preferably, the vinyl compound has a boiling point higher
than or equal to the thermal curing temperature of the resist
film. It is particularly preferable that the boiling point of the
vinyl compound is 30° C. or more higher than the thermal
curing temperature. If the boiling point of the vinyl com-
pound is lower than the thermal curing temperature, a part or
all of the vinyl compound becomes volatilized during the
curing so that the resist film may not be cured sufficiently.

As the polyfunctional vinyl compound, there can suitably
be used a compound of the general formula (16).

el N

H,C==

SAh.

In the general formula (16), 1, m and n each represent an
integer of 0 to 25.

(16)

Specific examples of the compound of the general formula
(16) are those indicated below.
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-continued

N
Hzc:ﬁo JTO\JC_\
NP

In the above formulas, 1, m and n each represent an integer of
0 to 18. It is preferable that the average of the sum value
I+m+n is in a range of 3 to 6.

These compounds are commercially available under the
trade names of e.g. “TMPEOTVE”, “TMPEOTVE-30" and
“TMPEOTVE-60" from Nippon Carbide Industries Co., Inc.

The amount of the vinyl compound contained in the posi-
tive-type resist composition is generally 0.05 to 20 parts by
mass, preferably 0.1 to 10 parts by mass, more preferably 0.3
to 10 parts by mass, relative to 100 parts by mass of the
fluorine-containing aliphatic alcohol used as the solvent. If
the amount of the vinyl compound is less than 0.05 parts by
mass, the resist film may not be cured sufficiently by the
bonding of the polymer and the vinyl compound so that it
becomes difficult to impart sufficient solvent resistance to the
resist film or becomes likely that dissolution or separation of
the resist film will occur during the development. Thus, the
amount of the vinyl compound is preferably 0.1 parts by mass
or more, more preferably 0.3 parts by mass or more. On the
other hand, some of the vinyl compound may remain unre-
acted and become eluted during the development so as to
exert an adverse influence on the pattern formation if the
amount of the vinyl compound exceeds 20 parts by mass.
Thus, the amount of the vinyl compound is preferably 10
parts by mass or less.

4. Photoacid Generator

The positive-type resist composition of the present inven-
tion contains, as the photoacid generator, a compound
capable of generating an acid by exposure so as to obtain the
resist pattern after the development. The photoacid generator
is preferably of the type that can impart sufficient developer
solubility to exposed portions of the resist film after the expo-
sure and provide the resist pattern with sufficient contrast
after the development.

In the positive-type resist composition of the present inven-
tion, it is preferable that the photoacid generator is soluble in
the fluorine-containing aliphatic alcohol solvent. The amount
of the photoacid generator contained in the positive-type
resist composition is generally 0.01 to 15 parts by mass,
preferably 0.1 to 10 parts by mass, more preferably 0.5 to 10
parts by mass, relative to 100 parts by mass of the sum of the
polymer and the vinyl compound. If the amount of the pho-
toacid generator is less than 0.01 parts by mass, it is difficult
to provide the resist pattern with sufficient contrast after the
development. The amount of the photoacid generator is thus
preferably 0.1 parts by mass or more, more preferably 0.5
parts by mass or more. If the amount of the photoacid gen-
erator exceeds 15 parts by mass, it is difficult to perform fine
patterning of the resist film due to too high resist sensitivity.
The amount of the photoacid generator is thus preferably 10
parts by mass or less.

Further, the photoacid generator preferably has a thermal
decomposition temperature higher than the thermal curing
temperature. More specifically, it is preferable that the
decomposition initiation temperature of the photoacid gen-
erator is higher than the thermal curing temperature, more
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preferably 10° C. or more higher than the thermal curing
temperature, still more preferably 20° C. or more higher than
the thermal curing temperature. If the decomposition initia-
tion temperature of the photoacid generator is low, the acid is
also generated in the unexposed portions of the resist film so
as to cause poor dissolution contrast of the resist pattern. The
above temperature condition is not however an essential con-
dition in view of the fact that the generation of a small amount
of'acid can be regulated with the use of an additive or addi-
tives.

As a component of the photoacid generator in the positive-
type resist composition, there can be used any compound that
is capable of generating an acid by exposure to high-energy
irradiation and is soluble in the fluorine-containing aliphatic
alcohol solvent. Examples of such a photoacid generator
compound are a sulfonium salt, a iodonium salt, a sulfonyl-
diazomethane, a N-sulfonyloxyimide and an oxime-O-sul-
fonate. These compounds can be used solely or in combina-
tion of two or more kinds thereof.

In view of the solubility of the photoacid generator in the
fluorine-containing aliphatic alcohol solvent, a N-sulfony-
loxyimide compound or oxime-O-sulfonate compound hav-
ing a structure of the following general formula (7) is pre-
ferred as the photoacid generator in the positive-type resist
composition of the present invention.

Q)

\

N—O—S—R’

/

e}

In the general formula (7), R represents a C,-C, , alkyl group
in which a part or all of hydrogen atoms may be substituted
with a fluorine atom, or either a phenyl group, a naphthyl
group or a biphenyl group in which a part or all of hydrogen
atoms on an aromatic ring may be substituted with a fluorine
atom, a chlorine atom, a methyl group or a trifluoromethyl
group; and two bonds of a nitrogen atom may be bonded to
different atoms to form single bonds, respectively, or may be
bonded to one atom to form a double bond.

The following N-sulfonyloxyimide compounds are spe-
cific examples of the photoacid generator having the structure
of the general formula (7) in which two bonds of a nitrogen
atom are bonded to different atoms to form single bonds,
respectively.
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-continued
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These compounds are commercially available under the
trade names of e.g. “NAI-105”, “NAI-101” and “NAI-106"
from Midori Kagaku Co., Ltd.

The following oxime-O-sulfonate compounds are specific
examples of the photoacid generator having the structure of
the general formula (7) in which two bonds of a nitrogen atom
are bonded to one atom to form a double bond.
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-continued
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These compounds are commercially available under the
trade names of e.g. “PAI-101”, “PAI-106” and “PAI-1001”
from Midori Kagaku Co., Ltd. and “IRGACURE PAG103”,
“IRGACURE  PAGI108”, “IRGACURE PAGI1217,
“CGI1380” and “CGI725” from BASF Japan Ltd.

The above photoacid generator has sensitivity in a wave-
length range of ultraviolet rays such as g-ray (wavelength:
436 nm), h-ray (wavelength: 405 nm) and i-ray (wavelength:
365 nm) and thus generates an acid by irradiation with an
ultraviolet ray from a high-pressure mercury lamp, a semi-
conductor laser or the like so as to change the irradiated
portions of the resist film to be soluble in the developer. By the
use of this photoacid generator in the positive-type resist
composition, the irradiated portions of the resist film are
made soluble in the developer under the action of the acid
generated by exposure to ultraviolet irradiation for the for-
mation of the resist pattern.

A sulfonium salt compound of the following general for-
mula (8) is also preferred as the photoacid generator in the
positive-type resist composition of the present invention in
view of the solubility of the photoacid generator in the fluo-
rine-containing aliphatic alcohol solvent.

®

R! ﬁ
o 'O—ﬁ—RlO
37N
R R o

In the general formula (8), R'° represents a C,-C,, alkyl
group in which a part or all of hydrogen atoms may be sub-
stituted with a fluorine atom, or either a phenyl group, a
naphthyl group or a biphenyl group in which a part or all of
hydrogen atoms on an aromatic ring may be substituted with
a fluorine atom, a chlorine atom, a methyl group, a trifluo-
romethyl group, a methoxy group, a phenoxy group or a
thiophenyl group; and R'! to R*® each independently repre-
sent either a phenyl group, a naphthyl group or a biphenyl
group in which a part or all of hydrogen atoms on an aromatic
ring may be substituted with a methyl group, a trifluorom-
ethyl group, a methoxy group, a phenoxy group, a thiophenyl
group, a fluorine atom or a chlorine atom.

The above photoacid generator has, because of its molecu-
lar structure, sensitivity to ultraviolet rays such as g-ray,
h-ray, i-ray and those irradiated from a KrF excimer laser
(wavelength: 248 nm) and an ArF excimer laser (wavelength:
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193 nm) and thus generates an acid by irradiation with such an
ultraviolet ray so as to change the irradiated portions of the
resist film to be soluble in the developer. By the use of this
photoacid generator in the positive-type resist composition,
the irradiated portions of the resist film are made soluble in
the developer under the action of the acid generated by expo-
sure to ultraviolet irradiation for the formation of the resist
pattern.

5. Other Additives

It is feasible to contain any other additive or additives, as
needed, in the positive-type resist composition of the present
invention in addition to the polymer, the vinyl compound and
the photoacid generator. Examples of the additives are a sur-
factant and a basic compound. These additives can be used in
order to improve the film forming property or storage stability
of the positive-type resist composition.

As the surfactant, there can be used a commercially avail-
able surfactant so as to obtain improvements in the applica-
tion property, defoaming property, leveling property etc. of
the resist composition.

Specific examples of the surfactant are those available
under the trade names ofe.g. “MEGAFACE, product number:
F142D, F172, F183” from DIC Corporation, “FLUORAD,
product number: FC-135, FC-170C, FC-430, FC-431 from
Sumitomo SM Limited, “SURFLON, product number:
S-112, S-113, S-131, S-141, S-145” from Asahi Glass Co.,
Ltd. and “SH-28A”, “SH-190", “SH-193”, “SZ-6032” and
SF-8428" from Toray Dow Corning Co., Ltd. The amount of
the surfactant contained in the resist composition is generally
5 parts by mass or less relative to 100 parts by mass of the
polymer.

As the basic compound, there can be used a nitrogen-
containing organic compound in the positive-type resist com-
position so as to limit the diffusion of the acid during the
exposure of the resist film for improvements in resolution,
exposure margin and pattern profile of the resist pattern and to
increase the stability of the vinyl compound.

The nitrogen-containing organic compound can be, for
example, a primary, secondary or tertiary aliphatic amine, a
nitrogen-containing compound having a hydroxy group, an
amide, an imide or a carbamate.

Specific examples of the primary aliphatic amine include
methylamine, ethylamine, propylamine, butylamine, isobu-
tylamine, tert-butylamine, pentylamine, isopentylamine, tert-
pentylamine, hexylamine, cyclohexylamine, octylamine,
methylenediamine and ethylenediamine.

Specific examples of the secondary aliphatic amine include
dimethylamine, diethylamine, dipropylamine, diisopropy-
lamine, dibutylamine, diisobutylamine, dipentylamine,
dihexylamine, dicyclohexylamine, dioctylamine, N,N'-dim-
ethylmethylenediamine and N,N'-diethylethylenediamine.

Specific examples of the tertiary aliphatic amine include
trimethylamine, triethylamine, tripropylamine, triisopropy-
lamine, tributylamine, triisobutylamine, tripentylamine, tri-
hexylamine, tricyclohexylamine, butyldimethylamine, diiso-
propylethylamine, N,N,N',N'-tetramethylmethylenediamine
and N,N,N',N'-tetramethylethylenediamine.

Specific examples of the nitrogen-containing compound
with the hydroxy group include monoethanolamine, dietha-
nolamine, triethanolamine, N-ethyldiethanolamine, N,N-di-
ethylethanolamine, triisopropanolamine, 2,2'-iminodietha-
nol, 2-aminoethanol, 3-amino-1-propanol, 4-amino-1-
butanol, 4-(2-hydroxyethyl)morpholine, 1-[2-(2-
hydroxyethoxy)ethyl|piperazine, piperidineethanol, 1-(2-
hydroxyethyl)pyrrolidine, 1-(2-hydroxyethyl)-2-
pyrrolidinone, 3-piperidino-1,2-propanediol, 3-pyrrolidino-
1,2-propanediol,  8-hydroxyjulolidine, 3-quinuclidinol,
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3-tropanol, 1-methyl-2-pyrrolidineethanol, 1-aziridineetha-
nol, N-(2-hydroxyethyl)phthalimide and N-(2-hydroxyethyl)
isonicotinamide.

Specific examples of the amide include formamide, N-me-
thylformamide, N,N-dimethylformamide, acetamide, N-me-
thylacetamide, N,N-dimethylacetamide and propioneamide.

Specific examples of the imide include phthalimide and
succinimide.

Specific examples of the carbamate include N-tert-butoxy-
carbonyl-N,N-dicyclohexylamine.

6. Use of Positive-Type Resist Composition

The positive-type resist composition is used in the form of
a resist solution so as to form a resist pattern on a substrate. It
is feasible to form the resist pattern on the substrate by apply-
ing the resist composition to the substrate, heating and drying
the resulting resist film, thermally curing the resist film,
exposing the cured resist film and developing the exposed
resist film with a developer.

The positive-type resist composition can be applied to the
substrate by a wet application process with the use of a bar
coater, a spin coater or a roll coater.

Subsequent to the application, the resist film of the posi-
tive-type resist composition is subjected to heat treatment in
order to remove the solvent from the positive-type resist
composition and, at the same time, promote the bonding of
the polymer and the vinyl compound in the positive-type
resist composition and sufficiently cure the resist film. The
heat treatment can be performed by a known process such as
heating on a hot plate. The heat treatment temperature is
generally 60 to 150° C., preferably 80 to 140° C. If the heat
treatment temperature is lower than 60° C. or is higher than
150° C., the resist film may not be cured sufficiently so that
there arises a possibility of poor dissolution contrast of the
resist pattern due to less difference in developer solubility
between exposed and unexposed portions of the resist film,
wetting of the resist pattern in the organic solvent after the
development etc. The heat treatment time is generally 30
seconds or longer, preferably 1 minute or longer. If the heat
treatment time is shorter than 30 seconds, the resist film may
not be cured sufficiently so that there arises a possibility of
poor dissolution contrast of the resist pattern due to less
difference in developer solubility between exposed and unex-
posed portions of the resist film, wetting or swelling of the
resist pattern by the organic solvent after the development etc.

The resist film of the positive-type resist composition can
be exposed by a known process through a patterned photo-
mask with the use of a light source such as a low-pressure
mercury lamp, a high-pressure mercury lamp, an ultrahigh-
pressure mercury lamp, a KrF excimer laser (wavelength: 248
nm) or an ArF excimer laser (wavelength: 193 nm). It is
preferable to perform the exposure in such a manner that the
amount of exposure is the order of 1 to 10000 mJ/cm?, more
preferably 10 to 5000 mJ/cm?>.

After the exposure, the resist film can be developed as it is.
Alternatively, the resist film may be subjected to heat treat-
ment before the development in order to promote the decom-
position of the polymer under the action of the acid generated
from the photoacid generator in the exposed portions of the
resist film. The heat treatment can be performed by a known
process such as heating on a hot plate. The heat treatment
temperature is generally 140° C. or lower, preferably 130° C.
or lower. If the heat treatment temperature is higher than 140°
C., the polymer of the resist composition may be thermally
degraded so that there arises a possibility of poor contrast of
the resist pattern due to less difference in developer solubility,
wetting or swelling of the resist pattern by the organic solvent
after the development etc.
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It is preferable to develop the exposed resist film by a
known process such as immersion process, paddle process or
spraying process, with the use of an aqueous alkaline solution
of'e.g. 2to 3 mass % tetramethylammonium hydroxide as the
developer, in a development time of 0.1 to 3 minutes, more
preferably 0.5 to 2 minutes. By this development process, the
target resist pattern can be formed on the substrate.

EXAMPLES

The present invention will be described in more detail
below by way of the following examples. It should be noted
that the following examples are illustrative and are not
intended to limit the present invention thereto.

1. Influence of Fluorine-Containing Aliphatic
Alcohols on Organic Polymer Substrates

The immersion test of organic polymer substrates in vari-
ous solvents was conducted as follows.

The organic polymer substrates used were PET substrates
cut out to a size of 5 cmx5 cm from a PET film of 100 um
thickness (available under the trade name of “LUMIRROR
T60” from Toray Industries, Inc.) by a cutter knife.

The solvents used were 2,2,3 3-tetrafluoro-1-propanol,
2.,2.3.4,4,4-hexafluoro-1-butanol, 2,2,3,3,4,4,5,5-octafluoro-
1-pentanol as monohydric C,-Cg alcohols in each of which
the number of hydrogen atoms was equal to or less than the
number of nitrogen atoms. As comparative solvents, propy-
lene glycol monomethyl ether, propylene glycol monomethyl
ether acetate and cyclohexanone were used.

In the immersion test, the solvents were poured into petri
dishes, respectively. The PET substrates were then totally
immersed in the respective solvents for 120 seconds and dried
on a hot plate at 100° C. After that, the PET substrates were
tested for the occurrence or non-occurrence of warpage due to
swelling by the solvent. Further, the haze values of the PET
substrates were measured with a haze meter (model name:
“NDH200” available from Nippon Denshoku Industries Co.,
Ltd.). The measurement of the haze value was carried out
according to JIS K 7136. Before the immersion test, there was
no warpage in the PET substrate; and the haze value of the
PET substrate was 2.0%

As shown in TABLE 1, there was no warpage in the PET
substrate after the immersion of the PET substrate in the
fluorine-containing aliphatic alcohol such as 2,2,3,3-tet-
rafluoro-1-propanol, 2,2,3,4,4,4-hexafluoro-1-butanol or 2,2,
3,3,4,4,5,5-octafluoro-1-pentanol. There was almost no
change in the haze value of the PET substrate before and after
the immersion test. In the case of immersing the PET sub-
strate in ropylene glycol monomethyl ether, propylene glycol
monomethyl ether acetate or cyclohexanone as the solvent,
however, warpage occurred in the PET substrate due to swell-
ing of the PET substrate by the solvent. In the case of immers-
ing the PET substrate in cyclohexanone, the PET substrate
was turned whitish so that the haze value of the PET substrate
was largely increased to 3.8%. It has been shown by these
results that the fluorine-containing aliphatic alcohols such as
2,2,3 3-tetrafluoro-1-propanol, 2,2,3,4,4,4-hexafluoro-1-bu-
tanol and 2,2,3,3,4,4,5,5-octafluoro-1-pentanol does not
cause swelling and surface erosion of the PET substrate.

TABLE 1

Solvent Haze value

‘Warpage

1.8%
1.8%

Not occurred
Not occurred

2,2,3,3-Tetrafluoro-1-propanol
2,2,3,4,4 4-Hexafluoro-1-butanol
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TABLE 1-continued
Solvent Warpage Haze value
2,2,3,3,4,4,5,5-Octafluoro-1-pentanol Not occurred 1.8%
Propylene glycol monomethy! ether Occurred 1.8%
Propylene glycol monomethyl ether acetate ~ Occurred 1.9%
Cyclohexanone Occurred 3.8%

2. Synthesis of Monomer by Monomer Acetalization
Method

Synthesis Example

Synthesis of 1-(2-Methylpropoxy)ethyl Methacrylate

Into a 50-mL eggplant-shaped flask, 8.61 g (100 mmol) of
methacrylic acid and 20.0 g (200 mmol) of isobutyl vinyl
ether were placed. A fluorine resin-coated stirring piece was
dropped into the flask. The mixed solution inside the flask was
heated for 6 hours by immersing the flask in an oil bath whose
temperature was controlled to 60° C. while stirring the mixed
solution by the stirring piece with the use of a magnetic stirrer.
After the heating, the whole of the mixed solution was mixed
with 20 ml of aqueous sodium hydrogencarbonate solution
(concentration: 5 wt %). The resulting mixed solution was left
still and separated into an organic phase and an aqueous
phase. The organic phase was extracted, dried with sodium
sulfate to remove therefrom moisture content, and then, fil-
trated. The thus-obtained filtrate was concentrated under the
conditions of a temperature of 40° C. and a pressure of 30 hPa
by a rotary evaporator. By this, 12.32 g of 1-(2-methylpro-
poxy)ethyl methacrylate of the following formula was
obtained in the form of a pale yellow liquid as a protected
carboxyl-containing monomer for providing a repeating unit
B2 in a polymer.

CH;
H,C
0 CH;
O / i
>—o CH;
H;C

3. Synthesis of Polymers

Next, polymers for positive-type resist compositions were
synthesized. Each of the polymers was tested for the molecu-
lar weight and the solubility in fluorine-containing aliphatic
alcohol solvents.

As raw material monomers for the synthesis of the poly-
mers, monomers providing repeating units A, B1 and B2 and
any repeating unit other than the repeating units A, B1 and B2
in the polymers are shown TABLES 2 to 5, respectively. The
raw material monomers are hereinafter designated by the
respective abbreviation codes of TABLES 2 to 5.
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TABLE 2

Abbreviation code Compound name of raw material monomer

MA-nBu Butyl methacrylate

MA-iBu Isobutyl methacrylate

MA-EOE 2-Ethoxyethyl methacrylate

MA-Me Methyl methacrylate

MA-MIB-HFA 1,1,1-Trifluoro-2-hydroxy-6-methyl-2-
(trifluoromethyl)heptane-4-yl methacrylate

HFIP-M 1,1,1,3,3,3-Hexafluoropropane-2-yl methacrylate

MA-BTHB-OH 1,1,1-Trifluoro-2-hydroxy-2-
(trifluoromethyl)pentane-4-yl methacrylate

TFOL-M 2,2,2-Trifluoroethyl methacrylate

MA-HE 2-Hydroxyethyl methacrylate

TABLE 3

Abbreviation code Compound name of raw material monomer

AA Acrylic acid
MAA Methacrylic acid
MA-EATT 2-(N-Trifluoromethylsulfonyl)aminoethyl methacrylate

TABLE 4

Abbreviation code Compound name of raw material monomer

MAA-iBuVE 1-(2-Methylpropoxy)ethyl methacrylate

TABLE §

Abbreviation code Compound name of raw material monomer

MA-CH
MA-DEAE

Cyclohexyl methacrylate
2-(N,N-Diethylamino)ethyl methacrylate

Further, commercially available dimethyl 2,2'-azobis(2-
methylpropionate) (product number: V-601 from Wako Pure
Chemical Industries, [.td.) was used as a polymerization ini-
tiator (hereinafter referred to as “V-601"); and 2-butanone
was used as a reaction solvent.

Examples 1 to 14 refer to the synthesis of the polymers
falling within the scope of the present invention, whereas
Comparative Examples 1 to 4 refer to the synthesis of the
polymers out of the scope of the present invention. Herein,
each of the polymers is designated by its initial letter “P” with
the abbreviation codes of the raw material monomers indi-
cated within the parentheses. The polymer is thus abbreviated
as “P(monomer code/monomer code)” such as, for example,
P(MA-nBu/MAA). The repeating unit in which an acetal
bond was formed between a MAA-derived repeating unit and
3,4-dihydro-2H-pyrane is referred to as MA-DHP.

Example 1
Synthesis of PIMA-nBuw/MAA) 80/20 (Molar Ratio)

As the polymer, P(IMA-nBu/MAA)=80/20 (molar ratio)
was synthesized as follows such that the composition ratio
(molar ratio) of the repeating units A/B1 was 80/20.

Into a 30-ml vial with a septum plug, 1.737 g (12.2 mmol)
of MA-nBu, 0.263 g (3.05 mmol) of MAA, 4.00 g of 2-bu-
tanone and 0.176 g (0.763 mmol) of V-601 were placed. A
fluorine resin-coated stirring piece was dropped into the vial.
The vial was sealed after introducing nitrogen into the vial.
The mixed solution inside the vial was then heated for 5 hours
by immersing the vial in an oil bath whose temperature was
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controlled to 80° C. while stirring the mixed solution by the
stirring piece with the use of a magnetic stirrer. After the
heating, the whole of the mixed solution was mixed with 40 g
of n-heptane to thereby form a precipitate. The thus-formed
solid precipitate was recovered by suction filtration and dried
for 8 hours in a vacuum drier of 75° C. By this, the target
polymer P(MA-nBuW/MAA) of the following formula was
obtained in the form of a white solid substance with a ratio of
MA-nBu/MAA=80/20 (molar ratio). The yield of the target
polymer was 1.66 g, i.e., 83% relative to the raw material
monomers.

H;C

HsC
P(MA-nBwMAA)

In the above formula, n and m each represent a positive
integer.

Example 2

Synthesis of PIMA-nBu/MAA) 70/30 (Molar Ratio)

As the polymer, P(MA-nBuW/MAA)=70/30 (molar ratio)
was synthesized such that the composition ratio (molar ratio)
of the repeating units A/B1 was 70/30. The synthesis of the
target polymer P(MA-nBu/MAA) was performed, in the
same manner as in Example 1, using 1.588 g (11.2 mmol) of
MA-nBu, 0.412 g (4.79 mmol) of MAA, 4.00 g of butanone
and 0.184 g (0.798 mmol) of V-601. The target polymer
P(MA-nBu/MAA) was obtained in the form of a white solid
substance with a ratio of MA-nBu/MAA=70/30 (molar ratio).
The yield of the target polymer was 1.79 g, i.e., 90% relative
to the raw material monomers.

Example 3

Synthesis of PIMA-iBuW/MAA) 70/30 (Molar Ratio)

As the polymer, P(MA-iB/MAA)=70/30 (molar ratio)
was synthesized such that the composition ratio (molar ratio)
of the repeating units A/B1 was 70/30. The synthesis of the
target polymer P(MA-iBu/MAA) of the following formula
was performed, in the same manner as in Example 1, using
1.588 g (11.2 mmol) of MA-iBu, 0.412 g (4.79 mmol) of
MAA, 4.00 g of 2-butanone and 0.184 g (0.798 mmol) of
V-601. The target polymer P(MA-iBu/MAA) was obtained in
the form of a white solid substance with a ratio of MA-iBu/
MAA=70/30 (molar ratio). The yield of the target polymer
was 1.95 g, i.e., 98% relative to the raw material monomers.
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CH;

P(MA-BwWMAA)

In the above formula, n and m each represent a positive
integer.

Example 4
Synthesis of PIMA-EOE/MAA) 70/30 (Molar Ratio)

As the polymer, P(IMA-EOE/MAA)=70/30 (molar ratio)
was synthesized such that the composition ratio (molar ratio)
of the repeating units A/B1 was 70/30. The synthesis of the
target polymer P(MA-EOE/MAA) of the following formula
was performed, in the same manner as in Example 1, using
1.622 g (10.3 mmol) of MA-EOE, 0.378 g (4.39 mmol) of
MAA, 4.00 g of 2-butanone and 0.169 g (0.732 mmol) of
V-601. The target polymer P(MA-EOE/MAA) was obtained
in the form of a white solid substance with a ratio of
MA-EOE/MAA=70/30 (molar ratio). The yield of the target
polymer was 1.90 g, i.e., 95% relative to the raw material
monomers.

;G H,C
n "
0 0
o HO

CH;
P(MA-EOE/MAA)

In the above formula, n and m each represent a positive
integer.

Example 5
Synthesis of PIMA-EOE/MAA) 50/50 (Molar Ratio)

As the polymer, P(IMA-EOE/MAA)=50/50 (molar ratio)
was synthesized such that the composition ratio (molar ratio)
of the repeating units A/B1 was 50/50. The synthesis of the
target polymer P(MA-EOE/MAA) was performed, in the
same manner as in Example 1, using 1.295 g (8.19 mmol) of
MA-EOE, 0.705 g (8.19 mmol) of MAA, 4.00 g of 2-bu-
tanone and 0.189 g (0.819 mmol) of V-601. The target poly-
mer P(MA-EOE/MAA) was obtained in the form of a white
solid substance with a ratio of MA-EOE/MAA=70/30 (molar
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ratio). The yield of the target polymer was 1.96 g, i.e., 98%
relative to the raw material monomers.

Example 6
Synthesis of PIMA-Me/MAA) 70/30 (Molar Ratio)

As the polymer, P(MA-Me/MAA)=70/30 (molar ratio)
was synthesized such that the composition ratio (molar ratio)
of the repeating units A/B1 was 70/30. The synthesis of the
target polymer P(MA-Me/MAA) of the following formula
was performed, in the same manner as in Example 1, using
0.539 g (6.26 mmol) of MAA, 1.461 g (14.6 mmol) of MA-
Me, 4.00 g of 2-butanone and 0.240 g (1.04 mmol) of V-601.
The target polymer P(MA-Me/MAA) was obtained in the
form of a white solid substance with a ratio of MA-Me/
MAA=70/30 (molar ratio). The yield of the target polymer
was 1.90 g, i.e., 95% relative to the raw material monomers.

H;C H;C
n m
0 0
o\ HO

CH;
P(MA-Me/MAA)

In the above formula, n and m each represent a positive
integer.

Example 7
Synthesis of P(TFOL-M/MAA) 70/30 (Molar Ratio)

As the polymer, P(TFOL-M/MAA)=70/30 (molar ratio)
was synthesized such that the composition ratio (molar ratio)
of the repeating units A/B1 was 70/30. The synthesis of the
target polymer P(TFOL-M/MAA) of the following formula
was performed, in the same manner as in Example 1, using
1.640 g (9.76 mmol) of TFOL-M, 0.360 g (4.18 mmol) of
MAA, 4.00 g of 2-butanone and 0.160 g (0.697 mmol) of
V-601. The target polymer P(TFOL-M/MAA) was obtained
in the form of a white solid substance with a ratio of TFOL-
M/MAA=70/30 (molar ratio). The yield of the target polymer
was 1.96 g, i.e., 98% relative to the raw material monomers.

;¢ H;C

F5C

P(TFOL-M/MAA)

In the above formula, n and m each represent a positive
integer.

Example 8

Synthesis of PIMA-nBu/MA-EATY) 70/30 (Molar
Ratio)

As the polymer, P(MA-nBu/MA-EATT)=70/30 (molar
ratio) was synthesized such that the composition ratio (molar
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ratio) of the repeating units A/B1 was 70/30. The synthesis of
the target polymer P(MA-nBu/MA-EATT) of the following
formula was performed, in the same manner as in Example 1,
using 1.119 g (7.87 mmol) of MA-nBu, 0.881 g (3.37 mmol)
of MA-EATT, 4.00 g of 2-butanone and 0.129 g (0.562 mmol)
of V-601. The target polymer PIMA-nBu/MA-EATY) was
obtained in the form of a white solid substance with a ratio of
TFOL-M/MAA=70/30 (molar ratio). The yield of the target
polymer was 1.50 g, i.e., 75% relative to the raw material

monomers.
H,C HC
n m
0 0
o 02
NI
HC O\s/
3 P
oZ\
CF

3

(PMMA-nBwMA-EATH)

In the above formula, n and m each represent a positive
integer.

Example 9

Synthesis of P(HFIP-M/MA-EATY) 60/40 (Molar
Ratio)

As the polymer, P(HFIP-M/MA-EATH)=60/40 (molar
ratio) was synthesized such that the composition ratio (molar
ratio) of the repeating units A/B1 was 60/40. The synthesis of
the target polymer P(HFIP-M/MA-EATY) of the following
formula was performed, in the same manner as in Example 1,
using 0.849 g (3.25 mmol) of MA-EATT, 1.151 g (4.87 mmol)
of HFIP-M, 4.00 g of 2-butanone and 0.094 g (0.41 mmol) of
V-601. The target polymer P(MA-nBwWMA-EATT) was
obtained in the form of a white solid substance with a ratio of
TFOL-M/MAA=70/30 (molar ratio). The yield of the target
polymer was 1.50 g., i.e., 75% relative to the raw material
monomers.

HyC H;C
n m
0 0
o>7

o}

2

NH
x> S/
Z

\
CF

CF;
FsC

O,

O
3

P(MA-nBwMA-EAT)

In the above formula, n and m each represent a positive
integer.
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Example 10

Synthesis of P(MA-MIB-HFA/MA-EATT) 70/30
(Molar Ratio)

As the polymer, PIMA-MIB-HFA/MA-EAT)=70/30 (mo-
lar ratio) was synthesized such that the composition ratio
(molar ratio) of the repeating units A/B1 was 70/30. The
synthesis of the target polymer P(IMA-MIB-HFA/MA-EATY)
of the following formula was performed, in the same manner
as in Example 1, using 0.500 g (1.91 mmol) of MA-EATT,
1.500 g (4.46 mmol) of MA-MIB-HFA, 4.00 g of 2-butanone
and 0.073 g (0.32 mmol) of V-601. The target polymer P(MA-
MIB-HFA/MA-EATT) was obtained in the form of a white
solid substance with a ratio of MA-MIB-HFA/MA-EAT{=70/
30 (molar ratio). The yield of the target polymer was 0.90 g,
i.e., 45% relative to the raw material monomers.

H;C

Hy
m
(@]
(@]

C
n
g
0
CH;
CH;

CF3 oo N
c oH S¢

Fy g
o?\
CF;

H

P(MA-MIB-HFA/MA-EATY)

In the above formula, n and m each represent a positive
integer.

Example 11

Synthesis of P(MA-MIB-HFA/MA-EATT) 60/40
(Molar Ratio)

As the polymer, PIMA-MIB-HFA/MA-EAT)=60/40 (mo-
lar ratio) was synthesized such that the composition ratio
(molar ratio) of the repeating units A/B1 was 60/40. The
synthesis of the target polymer P(IMA-MIB-HFA/MA-EATY)
of the following formula was performed, in the same manner
as in Example 1, using 1.318 g (3.92 mmol) of MA-MIB-
HFA, 0.682 g (2.61 mmol) of MA-EATT, 4.00 gof 2-butanone
and 0.075 g (0.33 mmol) of V-601. The target polymer P(MA-
MIB-HFA/MA-EATT) was obtained in the form of a white
solid substance with a ratio of MA-MIB-HFA/MA-EAT{=60/
40 (molar ratio). The yield of the target polymer was 1.64 g,
i.e., 82% relative to the raw material monomers.

Example 12

Synthesis of PIMA-nBu/MA-iBuVE) 70/30 (Molar
Ratio)

As the polymer, P(MA-nBu/MA-iBuVE)=70/30 (molar
ratio) was synthesized as follows such that the composition
ratio (molar ratio) of the repeating units A/B2 was 70/30.

Into a 50-ml eggplant-shaped flask, 3.203 g (22.5 mmol) of
MA-nBu, 1.797 g (9.65 mmol) of MA-iBuVE, 10.0 g of
2-butanone and 0.370 g (1.61 mmol) of V-601 were placed. A
fluorine resin-coated stirring piece was dropped into the flask.
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The flask was sealed after introducing nitrogen into the flask.
The mixed solution inside the flask was heated for 5 hours by
immersing the flask in an oil bath whose temperature was
controlled to 80° C. while stirring the mixed solution by the
stirring piece with the use of a magnetic stirrer. After the
heating, the whole of the mixed solution was concentrated
under the conditions of a temperature of 40° C. and a pressure
of'30 hPa by a rotary evaporator, and then, mixed with 200 g
of methanol to thereby form a precipitate. The thus-formed
solid precipitate was recovered by decantation and dried for 6
hours in a vacuum drier of 40° C. By this, the target polymer
P(MA-nBuw/MA-iBuVE) of the following formula was
obtained in the form of a white solid substance with a ratio of
MA-nBu/MAA=80/20 (molar ratio). The yield of the target
polymer was 3.78 g, i.e., 76% relative to the raw material
monomers.

HsC jiNe
n "
0 0 CH;
¢} 0 /—<

o CH;
H;C

H;C

P(MA-nBwMA-iBuVE)

In the above formula, n and m each represent a positive
integer.

Example 13

Synthesis of P(IMA-nBu/MA-DHP) 70/30 (Molar
Ratio) by Polymer Acetalization Method

As the polymer, P(MA-nBu/MA-DHP)=70/30 (molar
ratio) was synthesized as follows such that the composition
ratio (molar ratio) of the repeating units A/B2 was 70/30.

Into a 50-ml eggplant-shaped flask, 1.00 g of P(MA-nBu/
MAA)=70/30 (molar ratio) obtained in the same manner as in
Example 2, 0.30 g of 3,4-dihydro-2H-pyrane and 5.00 g of
2-butanone were placed. A fluorine resin-coated stirring piece
was dropped into the flask. The mixed solution inside the flask
was cooled to be 3° C. or lower by immersing the flask in an
ice water bath while stirring the mixed solution by the stirring
piece with the use of a magnetic stirrer. To this solution, a
solution of'3 mg of methanesulfonic acid in 0.50 g of 2-butha-
none were dropped over 15 minutes. The resulting mixed
solution was stirred for 6 hours under cooling in the ice water
bath. The mixed solution was then admixed with 10 g of MEK
and with 10 mL of aqueous sodium hydrogencarbonate solu-
tion (concentration: 5 wt %), left still and separated into an
organic phase and an aqueous phase. The organic phase was
extracted, dried with sodium sulfate to remove therefrom
moisture content, and then, filtrated. The thus-obtained fil-
trate was mixed with 70 g of n-heptane to thereby form a
precipitate. The thus-formed solid precipitate was recovered
by suction filtration and dried for 8 hours in a vacuum drier of
40° C. By this, the target polymer P(MA-nBuw/MA-DHP) of
the following formula was obtained in the form of a white
solid substance with a ratio of MA-nBu/MA-DHP=70/30
(molar ratio). The yield of the target polymer was 0.64 g.
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H,C H;C
n m
0 0
o 0

O

In the above formula, n and m each represent a positive
integer.

H;C

P(MA-nBuw/MA-DHP)

Example 14

Synthesis of PIMA-nBu/MAA/MA-iBuVE)
70/10/20 (Molar Ratio)

As the polymer, P(MA-nBu/MAA/MA-iBuVE)=70/10/20
(molar ratio) was synthesized such that the composition ratio
(molar ratio) of the repeating units A/B1/B2 was 70/10/20.
The synthesis of the target polymer PIMA-nBu/MAA/MA.-
iBuVE) of the following formula was performed, in the same
manner as in Example 1, using 0.319 g (2.45 mmol) of MA-
HE, 1.681 g (5.71 mmol) of MA-BTHB-OH, 4.00 g of 2-bu-
tanone and 0.253 g (0.357 mmol) of V-601. The target poly-
mer P(IMA-nBu/MAA/MA-iBuVE) was obtained in the form
of a white solid substance with a ratio of MA-nBu/MAA/
MA-iBuVE=70/10/20 (molar ratio). The yield of the target
polymer was 1.58 g, i.e., 76% relative to the raw material
monomers.

H;C H;C
n m
0 0
0 HO
HsC
H;C
1
0 CH;
O 7/ :
o CH;
H;C

P(MA-nBWMAA/MA-iBuVE)

In the above formula, n, m and 1 each represent a positive
integer.
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Comparative Example 1

Synthesis of POIMA-HE/MA-BTHB-OH) 30/70
(Molar Ratio)

As the polymer having only the repeating unit A, P(MA-
HE/MA-BTHB-OH)=30/70 (molar ratio) was synthesized.
The synthesis of the target polymer P(IMA-HE/MA-BTHB-
OH) of the following formula was performed, in the same
manner as in Example 1, using 0.319 g (2.45 mmol) of MA-
HE, 1.681 g (5.71 mmol) of MA-BTHB-OH, 4.00 g of 2-bu-
tanone and 0.094 g (0.41 mmol) of V-601. The target polymer
P(MA-MIB-HFA/MA-EATT) was obtained in the form of a
white solid substance with a ratio of MA-MIB-HFA/MA-
EATT=30/70 (molar ratio). The yield of the target polymer
was 1.76 g, i.e., 88% relative to the raw material monomers.

H;C H;C

n n
Y O
o o
CH;
oH CF3
F:C  OH

P(MA-MIB-HFA/MA-EATY)

In the above formula, n and m each represent a positive
integer.

Comparative Example 2
Synthesis of P(MAA)

As the polymer having only the repeating unit B1, P(MAA)
was synthesized. The synthesis of the target polymer
P(MAA) of the following formula was performed, in the same
manner as in Example 1, using 2.000 g (23.2 mmol) of MAA,
4.00 g of 2-butanone and 0.267 g (1.16 mmol) of V-601. The
target polymer P(IMAA) was obtained in the form of a white
solid substance. The yield of the target polymer was 1.95 g,
i.e., 98% relative to the raw material monomers.

H,C

HO
P(MAA)

In the above formula, n represents a positive integer.
Comparative Example 3
Synthesis of PIMA-CH/MAA) 70/30 (Molar Ratio)

As the polymer having the repeating unit B1 but not having
the repeating unit A, P(IMA-CH/MAA)=70/30 (molar ratio)
was synthesized. The synthesis of the target polymer P(MA-
CH/MAA) of the following formula was performed, in the
same manner as in Example 1, using 1.640 g (9.75 mmol) of
MA-CH, 0.360 g (4.18 mmol) of MAA, 4.00 g of 2-butanone
and 0.160 g (0.70 mmol) of V-601. The target polymer P(MA-
CH/MAA) was obtained in the form of a white solid sub-
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stance with a ratio of MA-CH/MAA=70/30 (molar ratio). The
yield of the target polymer was 1.54 g, i.e., 77% relative to the
raw material monomers.

H;C H;C
n "
0 0
o HO

P(MA-CH/MAA)

In the above formula, n and m each represent a positive
integer.

Comparative Example 4

Synthesis of PIMA-DEAE/MAA) 70/30 (Molar
Ratio)

As the polymer having the repeating unit B1 but not having
the repeating unit A, P(MA-DEAE/MAA)=70/30 (molar
ratio) was synthesized. The synthesis of the target polymer
P(MA-DEAE/MAA) of the following formula was per-
formed, in the same manner as in Example 1, using 1.640 g
(9.75 mmol) of MA-CH, 0.360 g (4.18 mmol) of MAA, 4.00
g of 2-butanone and 0.160 g (0.70 mmol) of V-601. The target
polymer P(MA-DEAE/MAA) was obtained in the form of a
white solid substance with a ratio of MA-DEAE/MAA=70/
30 (molar ratio). The yield of the target polymer was 1.98 g,
i.e., 99% relative to the raw material monomers.

H H;C

3 C
n m
[@]
(} HO
/

P(MA-DEAE/MAA)

0
N\
H;C CH;

In the above formula, n and m each represent a positive
integer.

4. Measurement of Weight-Average Molecular
Weights Mw and Molecular Weight Distributions
Mw/Mn

The weight-average molecular weights Mw and molecular
weight distributions Mw/Mn (each obtained by division of
the weight-average molecular weight Mw by the number-
average molecular weight Mn) of the polymers of Examples
1 to 14 and Comparative Examples 1 to 4 were measured by
gel permeation chromatography (GPC). The GPC measure-
ment was herein carried out using a gel permeation chroma-
tography system “HL.C-8320” available from Tosoh Corpo-
ration, with a serial connection of columns (product names
“ALPHA-M” and “ALPHA-2500") both available from
Tosoh Corporation, as well as using a solution in which 0.03
mol/L of lithium bromide and 0.01 mol/LL of phosphoric acid
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were dissolved in dimethylformamide as a carrier solvent and
arefractive index detector. The results are shownin TABLE 6.

TABLE 6
Mononer
molar
Polymer ratio Mw Mw/Mn

Example 1  P(MA-nBwMAA) 80/20 11,200 3.0
Example 2 70/30 13,500 3.5
Example3  P(MA-iBWMAA) 70/30 11,400 3.6
Example4  P(MA-EOE/MAA) 70/30 20,600 3.3
Example 5 50/50 15,600 4.3
Example 6 ~ P(MA-Me/MAA) 70/30 11,600 3.9
Example 7  P(TFOL-M/MAA) 70/30 10,800 2.7
Example 8  P(MA-nBuW/MA-EATY) 70/30 14,800 3.4
Example 9  P(MA-HFIP/MA-EATY) 60/40 11,200 2.8
Example 10 P(MA-MIB-HFA/MA-EATY) 70/30 11,900 1.9
Example 11 60/40 19,000 2.4
Example 12 P(MA-nBuw/MA-iBuVE) 70/30 16,600 2.1
Example 13 P(MA-nBu/MA-DHP) 70/30 16,100 2.5
Example 14 P(MA-nBWMAA/MA-iBuVE) 70/10/20 14,500 3.5
Comparative P(MA-HE/MA-BTHB-OH) 30/70 30,700 2.8
Example 1

Comparative P(MAA) homo- 47,400 10.9
Example 2 polymer

Comparative P(MA-CH/MAA) 70/30 15,900 4.8
Example 3

Comparative P(MA-DEAE/MAA) 70/30 23,000 4.2
Example 4

5. Evaluation of Solubility of Polymers in
Fluorine-Containing Alcohol Solvents

Each ofthe polymers of Examples 1 to 14 and Comparative
Examples 1 to 4 was immersed in a fluorine-containing ali-
phatic alcohol solvent in such a manner that the concentration
of the polymer in the solvent was 10 mass %. The resulting
mixture was kept heated at 80° C. for 30 minutes, and then,
stored in a refrigerator of 5° C. for 20 hours. After that, the
solubility of the polymer was evaluated by visually checking
the presence or absence of a deposit or insoluble substance.
As the fluorine-containing aliphatic alcohol solvent, there
were used three kinds of solvents: (A) 2,2,3,3-tetrafluoro-1-
propanol, (B) 2,2,3.4,4,4-hexafluoro-1-butanol and (C) 2,2,
3,3,4,4,5,5-octafluoro-1-pentanol. The results are shown in
TABLE 7. The polymers of Examples 1 to 14 having the
repeating unit A and the repeating unit B1 or B2 and the
polymer of Comparative Example 1 having only the repeating
unit A were soluble in the fluorine-containing aliphatic alco-
hols. By contrast, the polymer (P(MAA)) of Comparative
Example 2 having only the repeating unit B1 and the poly-
mers of Comparative Examples 3 and 4 each having the
repeating unit B1 but not having the repeating unit A were
insoluble in the fluorine-containing aliphatic alcohols.

TABLE 7
Fluorine-containing
Polymer Molar _ aliphatic alcohol
Polymer preparation ratio A B (©
P(MA-nBwWMAA) Example 1 80/20 O o O
Example 2 70/30 O o O
P(MA-iBuMAA) Example 3 70/30 O o O
P(MA-EOE/MAA) Example 4 70/30 O o O
Example 5 50/50 O o O
P(MA-Me/MAA) Example 6 70/30 O o O
P(TFOL-M/MAA) Example 7 70/30 O o O
P(MA-nBwWMA-EATT) Example 8 70/30 O o O
P(MA-HFIP/MA-EATT) Example 9 60/40 O o O
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TABLE 7-continued

Fluorine-containing

Polymer Molar _ aliphatic alcohol
Polymer preparation ratio A B ©
P(MA-MIB-HFA/MA-EATf) Example 10 70/30 O O O
Example 11 60/40 O o O
P(MA-nBw/MA-iBuVE) Example 12 70/30 O o O
P(MA-nBwMA-DHP) Example13 7030 O O O
P(MA-nBu/MAA/ Example 14 70/10/20 O o O
MA-iBuVE)
P(MA-HE/ Comparative  30/70 O o O
MA-BTHB-OH) Example 1
P(MAA) Comparative  homo- X X X
Example 2 polymer
P(MA-CH/MAA) Comparative  70/30 X X X
Example 3
P(MA-DEAE/MAA) Comparative  70/30 X X X
Example 4

(A): 2,2,3,3-Tetrafluoro-1-propanol

(B): 2,2,3,4,4,4-Hexafluoro-1-butanol

(C): 2,2,3,3,4,4,5,5-Octafluoro-1-pentanol
O: The polymer was completely dissolved.
X: There remained some insoluble substance.

6. Thermal Curing of Polymers and Evaluation of
Solubility of Polymers in Developer and in Organic
Solvent

Compositions were prepared by dissolving the polymers of
Examples 1 to 14 and Comparative Example 1 in 2,2,3,3.4,
4,5,5-octafluoro-1-pentanol as a fluorine-containing aliphatic
alcohol solvent and adding thereto a trifunctional vinyl com-
pound of the following formula (available under the trade
name of “TMPEOTVE-30” from Nippon Carbide Industries
Co., Inc., respectively. The concentration of the polymer and
the concentration of the vinyl compound were in units of parts
by mass relative to 100 parts by mass of the mass of the
solvent.

aNi
o= o
H,C=— 5
s

1

CH;

C
o—" ) \
HO=— 0
TMPEOTVE-30

In the above formula, n, m and 1 each represent a positive
integer.

Further, silicon substrates were provided by cutting so as to
have (001) crystal faces as substrate surfaces with natural
oxidation films of 0.1 nm thickness formed thereon. The
above compositions were applied to the respective silicon
substrates with the use of a spin coater (model name: “1H-
360S” available from Mikasa Co., [td.) by adjusting the
rotation speed of the spin coater in such a manner that the
thickness of the resulting coating film was in the range of 400
to 800 nm. The coated substrates were then heat treated in the
air by a hot plate under the heat treatment conditions of
TABLE 8, respectively. By this heat treatment, the coating
films were thermally cured. After the thermal curing, the
thicknesses of the coating films were measured with an opti-
cal interactive membrane thickness gauge (model name:
“FTP500” available from Sentech Instruments, Germany).

In order to evaluate the developer resistance of the coating
films, the coating films were immersed in an aqueous solution
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of 2.38 mass % tetramethylammonium hydroxide at 23° C.
for 1 minute and washed with ion-exchanged water. The
thicknesses of the coating films were again measured. In
TABLE 7, the developer resistance was marked with: the
symbol “O” when the thickness of the remaining coating film
was 80% or more of the thickness of the coating film after the
thermal curing; with the symbol “A” when the thickness of the
remaining coating film was 60 to 80% or more of the thick-
ness of the coating film after the thermal curing; and with the

46

Japan Ltd. ((G) in TABLE 9) or “CP-100TF” from San-Apro
Ltd. (H) in TABLE 9)) as a photoacid generator at compo-
nent ratios of TABLE 9, respectively. The component ratios
were in units of parts by mass relative to 100 parts by mass of
the mass of the solvent. The photoacid generator was used in
an amount of 3 parts by mass relative to 100 parts by mass of
the sum of the polymer and the vinyl compound.

symbol “X” when the thickness of the remaining coating film 10 ==
was 60% or less of the thickness of the coating film after the S
thermal curing. P
After immersing the coating films in the developer under \ 0 CH;
the above conditions, the coating films were each spin coated Ca N\O Q_/_
with 2 ml of propylene glycol monomethyl ether ((D) in 15 SN I
TABLE 8) or propylene glycol monomethyl ether acetate ((E) o)
. . . o s
in TABLE 8) as a solvent apd dried for l minute at 110 C: in [RGACURE PAGL03
order to evaluate the organic solvent resistance of the coating
films. The solvent was herein applied with the use of a spin
coater under the conditions of a rotation speed of 1200 rpm 20
and a rotation retention time of 2 minutes. In TABLE 8, the o
solvent resistance was marked with: the symbol “O” when I
the thickness of the remaining coating film was 80% or more S St ‘0—S—CF;
of the thickness of the coating film after the thermal curing; I
with the symbol “A” when the thickness of the remaining 25 o
coating film was 60 to 80% or more of the thickness of the
coating film after the thermal curing; and with the symbol “X”
when the thickness of the remaining coating film was 60% or
less of the thickness of the coating film after the thermal CP-100TF
curing.
TABLE 8
Polymer Molar Polymer Vinyl compound Thermal curing Developer Solvent
Polymer preparation ratio concentration concentration  conditions solubility ~Solvent resistance
P(MA-nBWMAA) Example 1 80/20 5.00 1.20 120° C./S minutes O D) O
Example 2 70/30 5.03 1.87 120° C./5 minutes O (E) O
P(MA-iBU/MAA) Example 3 70/30 4.99 1.86 100° C./S minutes O (E) O
P(MA-EOE/MAA) Example 4 70/30 5.00 171 110° C./S minutes O D) O
Example 5 50/50 5.22 3.30 110° C./5 minutes O (D) O
P(MA-Me/MAA) Example 6 70/30 5.27 2.36 110° C./S minutes O (E) O
P(TFOL-M/MAA) Example 7 70/30 4.87 1.13 100° C./10 minutes O D) O
P(MA-nBwMA-EATY) Example 8 70/30 5.33 1.23 120° C./15 minutes O (E) O
P(MA-HFIP/MA-EATS) Example 9 60/40 104 2.51 100° C./15 minutes O D) O
P(MA-MIB-HFA/ Example 10 70/30 5.04 1.20 120° C./15 minutes O (D) O
MA-EAT) Example 11 60/40 5.26 1.00 120° C./15 minutes O D) O
P(MA-nBwMA-iBuVE) Example 12 70/30 4.80 145 120° C./15 minutes O D) O
P(MA-nBwMA-DHP) Example 13 70/30 4.80 1.52 120° C./15 minutes O (E) O
P(MA-nBWMAA/MA-iBuVE)  Example 14  70/10/20 4.80 131 120° C./15 minutes O (E) O
P(MA-HEMA-BTHB-OH) Comparative  30/70 5.00 2.00 120° C./15 minutes X (E) X
Example 1

(D): propylene glycol monomethyl ether
(E): propylene glycol monomethyl ether acetate

As shown in TABLE 8, the polymers of Examples 1 to 14
having the repeating units A and B were high in developer
resistance and solvent resistance. By contrast, the polymer
(P(MA-HE/MA-BTHB-OH)) of Comparative Example 1
having only the repeating unit A was poor in developer resis-
tance and solvent resistance.

7. Pattern Formation Test

Positive-type resist compositions were prepared by dis-
solving, in 2,2,3,3,4,4,5,5-octafluoro-1-pentanol as a fluo-
rine-containing aliphatic alcohol solvent, the polymers of
Examples 1,2,4 to 6 and 10 to 14, TMPEOTVE-30 as a vinyl
compound, a compound of the following formula (available
under the trade name of “IRGACURE PAG103” from BASF

60

Further, silicon substrates were provided by cutting so as to
have (001) crystal faces as substrate surfaces with natural
oxidation films of 0.1 nm thickness formed thereon. The
above compositions were applied to the respective silicon
substrates with the use of a spin coater (model name: “1H-
360S” available from Mikasa Co., [td.) by adjusting the
rotation speed of the spin coater in such a manner that the
thickness ofthe resulting composition film was in the range of
400 to 800 nm. The coated substrates were then heat treated in
the air by a hot plate under the heat treatment conditions of
TABLE 9, respectively. By this heat treatment, the composi-
tion films were thermally cured. After the thermal curing, the
thicknesses of the composition films on the silicon substrates
were measured with an optical interactive membrane thick-
ness gauge (model name: “FTP500” available from Sentech
Instruments, Germany).
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The thus-obtained positive-type resist composition-coated
substrates were exposed to ultraviolet irradiation through the
use of a g/h/i ray exposure machine (available from Siiss
Micro Tech, Germany) for 3 seconds, 10 seconds, 20 seconds
and 60 seconds. The intensity of the ultraviolet irradiation
was 70 mW. The exposure was performed with the use of a
mask “FINELINE TESTPATTERN-I” available from Dai
Nippon Printing Co., Ltd. After the exposure, the positive-
type resist composition composition-coated substrates were
heat treated by a hot plate at 90° C. for 1 minute, developed by
immersion in a developer (aqueous solution of 2.38 mass %
tetramethylammonium hydroxide) at 23° C. for 1 minute,
washed with ion-exchanged water, and then, dried with the
use of an air gun, respectively. The resulting resist patterns on
the respective substrates were tested for the resolution. The
resolution was evaluated as “satisfactory” when the resist
pattern was resolved to a line-and-space pattern with a line
width of 5 um at any exposure amount. As shown in Figure 9,
all of the resist patterns were formed with good resolution.
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mW. After the exposure, the positive-type resist composition-
coated substrates were heat treated by a hot plate at 90° C. for
1 minute, immersed in a developer (aqueous solution of 2.38
mass % tetramethylammonium hydroxide) at 23° C. for 1
minute to dissolve the resist films, washed with ion-ex-
changed water, and then, dried with the use of an air gun,
respectively. The substrates were visually tested for the
occurrence or non-occurrence of warpage due to swelling by
the solvent. Further, the haze values of the respective sub-
strates were measured with a haze meter.

As shown in TABLE 10, there occurred no warpage in any
of the organic polymer substrates to which the positive-type
resist compositions using the polymers of Examples 1 to 14
were applied. There was almost no change in the haze value of
each of the organic polymer substrates before and after the
application test. It has thus been shown by these results that,
even when the positive-type resist composition is applied to
the PET substrate, the PET substrate does not face a problem

TABLE 9
Polymer Photoacid Polymer Vinyl compound Heat treatment

Polymer: molar ratio preparation generator  concentration concentration  conditions Resolution
P(MA-nBwWMAA) Example 1 G) 4.26 1.27 110° C./5 minutes Satisfactory
?’?ﬁoA—nBu/MAA) Example 2 (H) 4.26 1.91 110° C./5 minutes Satisfactory
Z’(()IGIOA—EOE/MAA) Example 4 (H) 4.72 1.41 110° C./5 minutes Satisfactory
Z’(()IGIOA—EOE/MAA) Example 5 G 5.04 1.20 110° C./5 minutes Satisfactory
f’(()ﬁoA—Me/MAA) Example 6 G) 5.34 2.39 110° C./5 minutes Satisfactory
Z’(()IGIOA—MIB—HFNMA—EATD Example 10 G) 4.98 0.68 100° C./15 minutes ~ Satisfactory
Z’(()IGIOA—MIB—HFNMA—EATD Example 11 G) 5.26 1.00 100° C./15 minutes ~ Satisfactory
g?ﬁoA—nBu/MA—iBuVE) Example 12 (H) 4.69 1.90 120° C./15 minutes ~ Satisfactory
Z’(()IGIOA—HBU/MA-DHP) Example 13 (H) 4.26 1.60 130° C./15 minutes ~ Satisfactory
Z’(()ﬁoA—nBu/MANMA—iBuVE) Example 14 (H) 4.82 2.10 125° C./15 minutes ~ Satisfactory
70/10/20

(G): IRGACURE PAG103
(H): CP-100TF

Satisfactory: The resist pattern was resolved to a line-and-space pattern with a line width of § pm.

Unsatisfactory: The resist pattern was not resolved satisfactorily.

8. Influence of Positive-Type Resist Composition on
Organic Polymer Substrates

The application test of the positive-type resist composi-
tions using the polymers of Examples 1, 2, 4 to 6 and 10 to 14
as shown in TABLE 9 onto organic polymer substrates was
conducted. The resist compositions were applied to the sub-
strates and thermally cured in the same manner as in the above
pattern formation test, except for using PET films as the
organic polymer substrates in place of the silicon substrates.
In each example, the heat treatment was performed under the
same heat treatment conditions as in TABLE 9. The organic
polymer substrates used were PET substrates cut out from a
PET film of 100 um thickness (available under the trade name
of “LUMIRROR T60” from Toray Industries, Inc.) by a cutter
knife into a circle of 12 cm diameter.

The thus-obtained positive-type resist composition-coated
substrates were each exposed by irradiating the whole of the
resist application surface of the substrate with ultraviolet
irradiation through the use of a g/h/i ray exposure machine for
10 seconds. The intensity of the ultraviolet irradiation was 70
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of transparency loss, shrinkage, surface erosion etc. due to
swelling or dissolution by the solvent.

TABLE 10

Polymer Haze
Polymer: molar ratio preparation Warpage value
P(MA-nBuW/MAA) Example 1 Not occurred 2.1%
80/20
P(MA-nBuW/MAA) Example 2 Not occurred 2.1%
70/30
P(MA-EOE/MAA) Example 4 Not occurred 2.0%
70/30
P(MA-EOE/MAA) Example 5 Not occurred 2.0%
50/50
P(MA-Me/MAA) Example 6 Not occurred 2.1%
70/30
P(MA-MIB-HFA/MA-EATY) Example 10 Not occurred 2.1%
70/30
P(MA-MIB-HFA/MA-EATY) Example 11 Not occurred 2.1%
60/40
P(MA-nBw/MA-iBuVE) Example 12 Not occurred 2.2%
70/30
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TABLE 10-continued
Polymer Haze
Polymer: molar ratio preparation Warpage value
P(MA-nBwMA-DHP) Example 13 Not occurred 2.2%
70/30
P(MA-nBWMAA/MA-iBuVE)  Example 14 Not occurred 2.1%
70/10/20

As described above, the positive-type resist composition
has a small influence on organic materials, such as less dis-
solution and swelling of the organic materials, and can form
a resist film on an organic polymer substrate etc. by a wet
application process such that the resulting resist film or resist
pattern shows high solvent resistance.

Although the present invention has been described above
with reference to the specific exemplary embodiments, the
present invention is not limited to the above-described exem-
plary embodiments. Various modifications and variations of
the embodiments described above can be made without
departing from the scope of the present invention.

The invention claimed is:
1. A positive-type resist composition comprising:

a fluorine-containing monohydric C,-Cy aliphatic alcohol
in which the number of hydrogen atoms is equal to or
less than the number of fluorine atoms;

a polymer having a repeating unit A of the following gen-
eral formula (1)

M

Rl
H |
—C —Cy—
!
|
R?

and a repeating unit B of the following general formula (2)

@

R3
H |
D

a vinyl compound; and
a photoacid generator,

wherein, in the general formula (1), R* represents a hydro-
gen atom, a fluorine atom, or a C,-C; alkyl group in
which a part or all of hydrogen atoms may be substituted
with a fluorine atom or a chlorine atom;

R? represents any of the following groups:

CH; L J\
CH; HaC CH
CH;

H;C
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-continued

o)
CH; He”

LLL

0 CF3

H;C

CH;

=
)
CC

L

Fc””

LG U

CHF,

-

CHF
Fc”

-

FZC/

CF2 CF2

F5C
CH;

CH;, cH,

CF3 CF;

FiC OH

F5C

CH;

and
L' represents a single bond, an oxygen atom, —CH,—
00—, —C=0)—, —C=0) 00— or —0—C
(=0)—; and
wherein, in the general formula (2), R? represents a hydro-
gen atom, a fluorine atom, or a C,-C; alkyl group in
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which a part or all of hydrogen atoms may be substituted
with a fluorine atom or a chlorine atom; and
D is a group of the following general formula (6)

)

wherein R* represents a C,-C, alkyl group in which a
part or all of hydrogen atoms may be substituted with
a fluorine atom or a chlorine atom;

L? represents a single bond, an oxygen atom, —CH,—
O0—, —C(=0)—, —C(=0)—0— or —O0—C
=0)—

R7 represents a C,-C, s straight, C;-C,s branched or
C,-C, 5 cyclichydrocarbon group in which a part or all
of hydrogen atoms may be substituted with a fluorine
atom or a chlorine atom;

R® represents a hydrogen atom, or a C,-C, 5 straight,
C;-C, 5 branched or C,-C 5 cyclic hydrocarbon group
in which a part or all of hydrogen atoms may be
substituted with a fluorine atom or a chlorine atom;

R7 and R® may be bonded together to form a ring struc-
ture; and

L? represents a single bond, or a C,-C, straight or
C;-C,5 branched divalent hydrocarbon group in
which a part of carbon atoms may be replaced by an
oxygen atom and in which a part or all of hydrogen
atoms may be substituted with a fluorine atom or a
chlorine atom.

2. The positive-type resist composition according to claim
1, wherein the vinyl compound is a vinyl compound with at
least two vinyl ether groups.

3. The positive-type resist composition according to claim
1, wherein the photoacid generator is a N-sulfonyloxyimide
compound or oxime-O-sulfonate compound having a diva-
lent group of the following general formula (7)

M

wherein R represents a C,-C,, alkyl group in which a part
or all of hydrogen atoms may be substituted with a
fluorine atom, or either a phenyl group, a naphthyl group
or a biphenyl group in which a part or all of hydrogen
atoms on an aromatic ring may be substituted with a
fluorine atom, a chlorine atom, a methyl group or a
trifluoromethyl group; and two bonds of a nitrogen atom
may be bonded to different atoms to form single bonds,
respectively, or may be bonded to one atom to form a
double bond.

52

4. The positive-type resist composition according to claim
1, wherein the photoacid generator is a compound of the
following general formula (8)

®
Rl O
‘0—S—R"

RIZ

gt
RIS/ ~
10

wherein R'° represents a C, -C, , alkyl group in which a part

or all of hydrogen atoms may be substituted with a

fluorine atom, or either a phenyl group, a naphthyl group

or a biphenyl group in which a part or all of hydrogen

atoms on an aromatic ring may be substituted with a

fluorine atom, a chlorine atom, a methyl group, a trif-

luoromethyl group, a methoxy group, a phenoxy group
20 or a thiophenyl group; and

R to R'? each independently represent either a phenyl
group, a naphthyl group or a biphenyl group in which a
partor all of hydrogen atoms on an aromatic ring may be
substituted with a methyl group, a trifluoromethyl
group, a methoxy group, a phenoxy group, a thiophenyl
group, a fluorine atom or a chlorine atom.

5. The positive-type resist composition according to claim

1, wherein, assuming a mass of the fluorine-containing ali-
phatic alcohol as 100, the ratio of a mass of the polymer to the
mass of the fluorine-containing alcohol is in a range of 0.5 to
30 and the ratio of a mass of the vinyl compound to the mass
of the fluorine-containing aliphatic alcohol is in a range of
0.05 to 20; and wherein, assuming a total mass of the polymer
and the vinyl compound as 100, the ratio of a mass of the
photoacid generator to the total mass of the polymer and the
vinyl compound is in a range 0f 0.01 to 15.

6. The positive-type resist composition according to claim

1, wherein the repeating unit A is contained in an amount of
25 to 80 mol % and the repeating unit B is contained in an
amount of 20 to 75 mol % relative to the polymer.

7. A positive-type resist composition, comprising:

a fluorine-containing monohydric C,-Cg aliphatic alcohol
in which the number of hydrogen atoms is equal to or
less than the number of fluorine atoms;

a polymer having a repeating unit A of the following gen-
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—C —C3—
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I
RZ
55
and a repeating unit B of the following general formula (2)
60 o @
H, |
—tC — T —;
D
65

a vinyl compound; and
a photoacid generator,



US 9,310,682 B2

53

wherein, in the general formula (1), R* represents a hydro-
gen atom, a fluorine atom, or a C,-C; alkyl group in
which a part or all of hydrogen atoms may be substituted
with a fluorine atom or a chlorine atom;

R? represents a C,-C, 5 straight or C5-C, 5 branched hydro-
carbon group in which a part of carbon atoms may be

replaced by an oxygen atom and in which a part or all of

hydrogen atoms may be substituted with a fluorine atom
or a chlorine atom; and

L' represents a single bond, an oxygen atom, —CH,—
00—, —C=0)—, —C=0)—0— or —0—C
=0)—

wherein, in the general formula (2), R® represents a hydro-
gen atom, a fluorine atom, or a C,-C; alkyl group in
which a part or all of hydrogen atoms may be substituted
with a fluorine atom or a chlorine atom; and

D represents a group of the following general formula (6)

)

wherein R* represents a C,-C, alkyl group in which a
part or all of hydrogen atoms may be substituted with
a fluorine atom or a chlorine atom;

L? represents a single bond, an oxygen atom, —CH,—
O0—, —C(=0)—, —C(=0)—0— or —O0—C
=0)—

R7 represents a C,-C, straight, C;-C,s branched or
C4-C, 5 cyclic hydrocarbon group in which a part or all
of hydrogen atoms may be substituted with a fluorine
atom or a chlorine atom;

R® represents a hydrogen atom, or a C,-C, 5 straight,
C;-C, 5 branched or C,-C 5 cyclic hydrocarbon group
in which a part or all of hydrogen atoms may be
substituted with a fluorine atom or a chlorine atom;

R” and R® may be bonded together to form a ring struc-
ture; and

L? represents a single bond, or a C,-C, straight or
C,-C,5 branched divalent hydrocarbon group in
which a part of carbon atoms may be replaced by an
oxygen atom and in which a part or all of hydrogen
atoms may be substituted with a fluorine atom or a
chlorine atom.

8. The positive-type resist composition according to claim
7, wherein the vinyl compound is a vinyl compound with at
least two vinyl ether groups.

9. The positive-type resist composition according to claim
7, wherein the photoacid generator is a N-sulfonyloxyimide
compound or oxime-O-sulfonate compound having a diva-
lent group of the following general formula (7)
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Q)

wherein R® represents a C,-C, , alkyl group in which a part
or all of hydrogen atoms may be substituted with a
fluorine atom, or either a phenyl group, a naphthyl group
or a biphenyl group in which a part or all of hydrogen
atoms on an aromatic ring may be substituted with a
fluorine atom, a chlorine atom, a methyl group or a
trifluoromethyl group; and two bonds of a nitrogen atom
may be bonded to different atoms to form single bonds,
respectively, or may be bonded to one atom to form a
double bond.
10. The positive-type resist composition according to
claim 7, wherein the photoacid generator is a compound of
the following general formula (8)

®
Rl

‘0—S—R"
RI12

"
RIS/S\

wherein R'° represents a C, -C, , alkyl group in which a part
or all of hydrogen atoms may be substituted with a
fluorine atom, or either a phenyl group, a naphthyl group
or a biphenyl group in which a part or all of hydrogen
atoms on an aromatic ring may be substituted with a
fluorine atom, a chlorine atom, a methyl group, a trif-
luoromethyl group, a methoxy group, a phenoxy group
or a thiophenyl group; and

R to R'? each independently represent either a phenyl

group, a naphthyl group or a biphenyl group in which a
partor all of hydrogen atoms on an aromatic ring may be
substituted with a methyl group, a trifluoromethyl
group, a methoxy group, a phenoxy group, a thiophenyl
group, a fluorine atom or a chlorine atom.

11. The positive-type resist composition according to
claim 7, wherein, assuming a mass of the fluorine-containing
aliphatic alcohol as 100, the ratio of a mass of the polymer to
the mass of the fluorine-containing alcohol is in a range 0f 0.5
to 30 and the ratio of a mass of the vinyl compound to the mass
of the fluorine-containing aliphatic alcohol is in a range of
0.05 to 20; and wherein, assuming a total mass of the polymer
and the vinyl compound as 100, the ratio of a mass of the
photoacid generator to the total mass of the polymer and the
vinyl compound is in a range 0f 0.01 to 15.

12. The positive-type resist composition according to
claim 7, wherein the repeating unit A is contained in an
amount of 25 to 80 mol % and the repeating unit B is con-
tained in an amount of 20 to 75 mol % relative to the polymer.

#* #* #* #* #*



